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PREFACE 


In the present day the uses of concrete are so diversified 
and so extensive that there is some justification for the 
statement that this is the Concrete Age. To be perfectly 
fair, however, we must admit that the Iron Age has not 
yet passed away, and that iron and steel continue to 
find employment in constructive work, sometimes in 
competition with concrete, and sometimes in harmonious 
co-operation with that material as exemplified in the 
combination known as Reinforced Concrete. 

The objects of this book are to set forth the essential 
nature of concrete, to describe briefly the materials of 
which it is composed, the manner in which these 
materials are proportioned and mixed, the methods 
adopted in practice for the application of the product ; 
to state as clearly and concisely as possible the funda- 
mental principles of reinforced concrete, and to illustrate 
by references to typical examples of construction the 
remarkable characteristics of that happy union of 
concrete and steel. 

Owing to the limited amount of space at his disposal, 
the author has necessarily been compelled to abstain 
from dealing with some ramifications of the subject, 
and to touch lightly upon others. In the treatment 
adopted he has endeavoured to give such particulars 
as will not only be of interest to the general reader, 
but also of service to those engaged in the practical 
application of concrete to engineering and building 
construction. 
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CONCRETE AND 
REINFORCED CONCRETE 


CHAPTER I 
ORIGIN AND HISTORY OF CONCRETE 


OLDER by countless ages than any of the manufactured 
products commonly designated “materials of con- 
struction,” concrete was first produced by the hand of 
Nature in the form of rock, many varieties of which have 
been made familiar to us by their extensive use in 
buildings, bridges, viaducts, piers, and other architectural 
and engineering works. 

Concrete was next produced by man, who in this, as 
in other cases, has always been ready to copy the pro- 
cesses of nature, the form of artificial rock, or stone, 
described as “concrete” having been widely used 
for many thousands of years, and being employed in 
the present day more widely than ever before. 

Derived from the Latin word concretus, meaning 
grown together, compounded, hardened, the term con- 
crete might be applied with equal appropriateness to 
natural stone, and to its artificial equivalent. Speaking 
in general terms, each of these classes of material, 
which, as a matter of convenience may be distinguished 
as stone and concrete, respectively, consists of an agglom- 
eration of particles held together by some cementitious 
substance and consolidated under more or less heavy 
pressure. 
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For instance, sandstone is formed by the cementation 
and consolidation of sand, as shown in Fig. 1, which 
has been reproduced from a microphotograph, and is 
essentially akin to the fine concrete,technically designated 
“mortar,” formed by binding together particles of 
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sand by means of lime or cement. Again, the natural 
rock known as conglomerate, or pudding-stone, consists 
of pebbles cemented together in very much the 
same way as the pebbles are held together in 
concrete composed of gravel and lime, or gravel and 
cement. 

Comparison of Figs. 2 and 3 will suffice to show how 
closely akin are natural rock and the artificial variety 
of stone termed concrete, Fig. 2 representing a piece of 
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pudding-stone, and Fig. 3 showing a piece of modern 
concrete. 


As there are 
many varieties of 
natural stone, so 
also there are var- 
ious kinds of con- 
crete. In the latter, 
the inert material, 
Or aggregate, may 
consist of gravel, 
fragments of broken 
stone, or any hard 
and durable sub- 
stance, cemented 
together with lime, 
hydraulic lime, 
Portland cement, or some other kind of cement, 
water being added in every case to set up the chemical 
action necessary for the setting of the cementitious 
material. The sizes 
of the particles 
constituting the 
ageregate may vary 
considerably, and 
so also may the 
proportion of ce- 
mentitious material 
in a given volume 
of concrete. In 
ancient concrete, 
large pieces of stone 
were frequently 
= . used as aggregate, 
Fic, 3, CONCRETE and lime, or lime 
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mixed with some other substance to produce a kind 
of cement, was employed to bind the aggregate together, 
so as to form a compact mass. In modern concrete the 
ageregate consists of particles of comparatively small 
sizes, which are varied so that the particles may fit 
together as closely as possible, and so reduce to a min- 
imum the vacant spaces, or voids, between the particles 
of aggregate. With the object of reducing the voids 
still further, sand is mixed with the coarser material, 
the sand also comprising particles of graduated sizes. 
Thus the amount of space to be filled by the cement is 
greatly reduced, and the density of the resulting con- 
crete is proportionately increased. Portland cement, 
a product far superior to any kind of cement used in 
ancient times, is now almost universally employed in 
modern concrete, and is invariably employed in the 
best classes of work. 

The precise antiquity of concrete cannot be stated, 
but it is interesting to know that portions of concrete 
buildings have been discovered in Mexico and Peru, 
dating back to prehistoric times. That the ancient 
Egyptians were thoroughly familiar with the material 
is proved by a fresco in the Temple of Ammon at 
Thebes, depicting hieroglyphically the making and use 
of concrete in the year 1950 B.c. 

The Frontispiece to this book is taken from a photo- 
graph of the fresco where, commencing at the left-hand, 
we have the drawing of water from a lake, the slaking 
of lime in the first heap, and the digging of sand for 
the preparation of mortar shown in the second heap. 
The carrying of mortar and the making of bricks for 
facing the concrete core should also be noted, as well 
as the inspectors, two armed with rods, and one with a 
whip, for the persuasion of backward workers. Another 
feature showing how faithfully details are depicted 
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in the fresco is the representation of mortar adhering 
to the feet and hands of the workmen. The building 
of a solid concrete wall faced with brickwork is illus- 
trated in the lower part of the fresco, the story of which 
is told by the hieroglyph birds in the background. 

This illustration is reproduced from the American 
journal Concrete, where it is described by Mr. Nathan C. 
Johnson, who says that he possesses a piece of this very 
concrete bearing the imprint of a man’s hand, by which 
it had evidently been slapped into place—a truly 
remarkable link between the present generation and 
of men who lived nearly 4,000 years ago. 

In later times, concrete was used on a large scale 
by the ancient Grecians, and very widely by the ancient 
Romans. As far back as 500 B.c. concrete was applied 
as a material of construction by the Romans, and from 
that date onwards was increasingly used, being usually 
faced with brickwork or masonry. During the reign 
of Julius Caesar, concrete became quite common in 
foundation work and in the massive parts of masonry 
buildings. In the time of Augustus, concrete construc- 
tion became almost universal in building work and in 
the construction of sewers, aqueducts and bridges. 

The dome of the Pantheon, built A.D. 123, is the finest 
example of ancient concrete work extant. The dome 
is 142 ft. in diameter, with an opening of 30 ft diameter 
at the top, as illustrated in Fig. 4. 

The examination of buildings erected by the Romans 
shows that a general custom was to employ concrete 
as a core between interior and exterior facing walls, 
or in building walls faced upon one side. From early 
writings it appears that in cases where a facing was 
considered unnecessary, the Romans made use of 
shuttering in the form of boards laid edgewise and filled 
the intervening space with cement and stones of various 
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sizes mixed together. For this class of work, therefore, 
Roman practice was very similar to that followed in 
the present day. . 
Many remains of Roman and Norman structures in 
this country furnish additional proof of the durability 
of concrete made in by-gone times. Portions of the 
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Roman walls which once surrounded the city of London 
are to be found at various points in the modern city. 
One interesting fragment in the basement of a building 
near the Tower comprises rows of Kentish ragstone 
alternate with tiles, both courses laid in cement which 
is harder than either the stone or the tile. Another 
section of the old wall unearthed when the General 
Post Office was extended by the addition of two rein- 
forced concrete buildings was found to be in an equally 
satisfactory condition. 

The wonderfyl manner in which the walls of castles 
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and other buildings scattered throughout Great Britain 
have endured centuries of exposure, is apparently due 
to the fact that the species of hydraulic cement employed 
in the concrete core was also run into the joints of the 
facmg walls, thus binding the whole together in a 
monolithic mass. In structures of this kind, the practice 
was to commence with the outer facing walls, and to 
fill the intervening space with fragments of stone, not 
large enough for the courses of exterior masonry, as 
well as with stone chippings and dust. The whole of 
the work was then consolidated by pouring in a semi- 
liquid mass of mortar composed of lime and sand, so 
as to fill up all voids and to form a central core of con- 
crete effectively bonded with the exterior facing 
walls. The lime was frequently treated by the addition 
of some other substance rendering it capable of setting 
in the presence of water, and of withstanding the effects 
of the weather. In this way the lime was converted 
into a species of hydraulic cement, which, although 
inferior to the modern product, has sufficiently justified 
its claim to permanent durability. 

The relative endurance of concrete and stone masonry 
is illustrated by the walls of the Benedictine Abbey 
built about A.D. 1121 at Reading. The walls of this 
structure are believed to have been faced on both sides 
with squared blocks of stone, the core being of concrete 
which remains to this day, although the masonry has 
long since disappeared. 

When we bear in mind the way in which the surface 
of masonry is eaten away by long exposure, even when 
the stone is of the hardest and most durable nature, 
it is surprising to find that concrete surfaces maintain 
their integrity for all time. The piece of early Egyptian 
concrete already mentioned as bearing the imprint of 
a man’s hand, is a case in point, others being furnished 

, 2+(1463p) 
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by concrete work in ancient castles, where the surfaces 
of the material still bear the marks caused by the boards 
of the shuttering employed by the builders. 

During the middle ages, concrete appears to have been 
neglected in this country, although used to some extent 
on the Continent. Smeaton was one of the engineers to 
bring the material once more to the front about A.D. 
1774, but the small progress made may be judged by 
the fact that in his work on Limes and Cements, published 
in 1847, General Pasley refers to concrete as “ a recent 
improvement ”’ first adopted with success in the founda- 
tions of the Penitentiary at Millbank. The same writer 
accounts for this revival of concrete as a structural 
material in the following words— 

“In excavating for one of the piers of Waterloo Bridge, 
the workmen had a good deal of difficulty, owing to 
the very compact state of the gravel forming the bed 
of the river, which everywhere else had been found 
perfectly loose. The effect had been produced by the 
accidental sinking of a bargeload of lime over the spot 
some time before, which had cemented the gravel into 
a solid mass, resembling the calcareous conglomerates of 
Nature which are gradually formed by a similar process.”’ 

General Pasley’s apparent ignorance of what had 
been done by the Romans and Normans is somewhat 
unaccountable especially as his investigation into the 
properties of limes and cements was being conducted 
at Chatham, within a short distance of Rochester 
Castle—one of the best examples of Roman concrete 
work extant. 

Another curious statement in General Pasley’s work 
is to the effect that the use of lime concrete for the 
formation of a sea wall at Brighton, some years before 
1847, was, to the best of his belief, the first application 
of concrete other than for foundations. 
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In the second half of the nineteenth century, the 
employment of concrete began to be revived on an 
extensive scale in general building and engineering 
construction, and in various public works of exceptional 
magnitude. The progress of concrete was materially 
aided by the invention of Portland cement, so called 
because of the resemblance of the material when set, 
or hardened, to the well known stone quarried in the 
Isle of Portland. This product is immeasurably superior 
to the crude forms of cement made by the ancient 
Romans, and to the hydraulic limes and cements 
produced in this country before the introduction of. 
Portland cement. 

Experience gained in the use of concrete on a large 
scale led to improved methods of proportioning the 
constituents and of preparing them for use. Improve- 
ments have been made concurrently in the manufacture 
of cement, which is now prepared under conditions giving 
assurances of the highest possible quality and unfailing 
reliability. 

Within the past quarter of a century, a further impetus 
to concrete construction has been given by the develop- 
ment of reinforced concrete. This is a combination of 
concrete, prepared in the most scientific manner, with 
steel rods disposed in such a way that the two materials 
work together to the best possible advantage. The 
result is the formation of a kind of elastic stone which 
can be employed advantageously in structures of all 
kinds, and in forms of design very much akin to those 
adopted for structural steel. 

Thanks to this development, the uses of concrete 
have been very widely extended, and in addition to 
massive structures, such as the Thames Embankment, 
the National Harbour at Dover, and other monumental 
works in ordinary concrete, we now have reinforced 
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concrete in the form of water towers, long span 
bridges of slender proportions, and even of ocean-going 
steamships up to 7,500 tons capacity, to say nothing of 
architectural and engineering structures of practically 
every type. 

The general principles of reinforced concrete are 
discussed in another chapter, but it may be mentioned 
here that the theory of the combination was by no 
means unknown to the Romans, by whom iron and 
copper were employed in many important works as 
reinforcement for concrete. This is another instance 
of the fact that despite the many advantages and the 
accumulated knowledge enjoyed by those living in the 
present century, the intellectual capacity of mankind 
has not materially increased with the passing of the 
ages. 

The universal employment of concrete was aptly 
expressed not very long ago in an address delivered to 
an American association of cement users as follows— 

‘‘Our ancestors progressed from the Stone Age to 
the Iron Age; we seem to be passing from the Steel 
Age to the Cement Stone or Concrete Age. We tread 
on concrete walks, travel in concrete subways, over 
concrete bridges ; live and work in concrete buildings ; 
store our grain in concrete elevators ; draw our water 
from concrete reservoirs and cisterns ; sanitate our cities 
with concrete sewers ; and are finally buried in concrete 
vases deposited in concrete tombs, and our numerous 
virtues are inscribed on concrete monuments.” 

This comprehensive summary might be supplemented 
to-day by the inclusion of concrete bodies for motor and 
railway vehicles, concrete roadways, concrete barges 
and steamships, and the numerous adaptations of 
concrete in offensive and defensive works which were 
brought about by the great European War. 
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An unexpected tribute to concrete was paid by 
Andrew Carnegie in a conference at Washington on 
the conservation of the natural resources of the United 
States. This great steel maker then said—‘ The use of 
concrete, simple and reinforced, is already reducing the 
consumption of structural steel. The materials for 
cement and concrete abound in every part of the country, 
and while the arts of making and using them are still 
in their infancy, the products promise to become 
superior to steel and stone in strength, durability and 
convenience, and econqmy and use.”’ 

If the conservation of iron and steel is necessary in 
a country with the almost boundless resources of the 
United States, it is still more so in Great Britain, where 
large imports have to be made of ore and other material 
for steel manufacture. On the other hand, we have 
an abundance of chalk, limestone and clay for cement 
making, and an equal abundance of stone, gravel, 
shingle and sand for use in preparing concrete. Con- 
sequently, the adoption of this material, whether alone 
or in combination with steel, may be commended as a 
means of helping to conserve the wealth of the country 
by utilizing natural resources, and reducing the need 
for imports to a corresponding extent. 


CHAPTER II 
RAW MATERIALS 


As stated in the preceding chapter, concrete is com- 
posed of cement or lime, sand, aggregate and water. 
In modern practice Portland cement is almost invariably 
used as the cementitious material, ordinary lime, 
hydraulic lime, and certain varieties of cement being 
employed only in inferior classes of work. 

In the following paragraphs the raw materials of 
concrete are discussed under separate heads for 
convenient reference. 

Portland Cement. This variety of cement is essentially 
a British invention, having been patented in 1824 by 
Joseph Aspdin, a Leeds bricklayer. It was first used 
on anything like an extensive scale by Brunel in the 
construction of the Thames Tunnel in 1848. Since the 
foundation of the industry in the early days of last 
century, Portland cement has been greatly improved 
in quality by the strict regulation of the proportions of 
the materials under the constant supervision of scientific 
chemists, the perfect clinkering of the mixture and 
the fine grinding of the clinker. 

As defined in the British Standard Specification, 
Portland cement is ‘manufactured by intimately 
mixing together calcareous and argillaceous materials, 
burning them at a clinkering temperature, and grinding 
the resulting clinker.” 

The three essential components of the “ calcareous 
and argillaceous materials” are lime, alumina and 
silica. These may be obtained from limestone rock 
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or chalk and clay, or from deposits such as those in the 
Blue Lias formations of Warwickshire and elsewhere. 
In either case, the proportions of the three components 
must be carefully regulated so that the resulting cement 





Fig 5 SAXON CEMENT WORKS, CAMBRIDGE 


shall comply with an established standard of chemical 
composition. 

Fig. 5 is a general view of the Saxon Portland Cement 
Works, Cambridge; and Fig. 6 illustrates part of the 
rotary kiln installation of Southam Cement Works, near 
Rugby. 

The finished cement is tested at the works for the 
satisfaction of the makers, and before use on important 
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contracts is also tested by or on behalf of the purchaser. 
The tests prescribed in the British Standard Specifica- 
tion relate to (a) Fineness, (6) Chemical composition, 
(c) Tensile strength (neat cement), (d) Tensile strength 
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(cement and sand), (e) Setting time, (f) Soundness. If 
the product is capable of passing these tests in a satis- 
factory manner it can be used without the slightest 
hesitation 

Fineness of grinding is highly important, mainly for 
the reason that finely ground clinker is far more active 
and therefore more economical than cement containing 
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an undue percentage of relatively coarse particles. 
The fineness of cement is determined by means of sieves, 
and the Standard specification provides that the 
residue on a sieve having 32,400 meshes per square inch 
shall not exceed 14 per cent, or on a sieve with 5,776 
meshes per square inch shall not exceed 1 per cent. 
Chemical composition is, of course, determined by 
analysis, and, as a matter of fact, it is customary for 
the composition of the cement to be tested analytically 
at every stage of manufacture in the cement works 
as well as by tests of the finished product by the maker, 
apart from any test required by the purchaser. Tensile 
strength is ascertained by testing briquettes, or specimens 
of standard form and dimensions, in a suitable machine. 
The Standard Specification requires that the breaking 
strength of briquettes of neat cement at an age of 7 days 
shall be not less than 450 Ib. per square inch, the required 
breaking strength of briquettes made of cement and 
sand in the proportion of 1 :3 being not less than 200 Ib. 
per square inch at the same age. The specification 
provides further that the breaking strength in each case 
at an age of 28 days shall be not less than that calculated 
in the following formulea— 


Neat Cemeni— 

Breaking strength at 7 days 
Cement and Sand— 
Breaking strength at 7 days 


40,000 = 
Breaking strength at 7 days 


10,000 
Breaking strength at 7 days. 


Thanks to the introduction of a patented hydrating 
process, the setting time of the finished cement can be 
scientifically regulated during the operation of grinding 
the clinker. Thus, it is possible to produce cement 
complying with any practical requirements as to time 
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of setting. In the Standard Specification, it is required 
that unless’a specially quick-setting cement is specified 
the initial setting time shall be not less than 20 minutes, 
and the final setting time not more than 10 hours. 
In the case of quick-setting cement, the initial setting 
time specified is not less than 2 minutes, and the final 
setting time not more than 30 minutes Tests of setting 
time are performed by means of the Vicat apparatus, 
an appliance provided with a weighted needle for deter- 
mining initial setting time, and another needle fitted 
with a cup-like attachment for the determination of 
final setting time. The initial setting time is the period 
which elapses between the time when the cement is 
filled into the mould and the time at which the needle 
ceases to pierce the test block completely, and the cement 
is considered as finally set when the special needle makes 
an impression on the surface of the block, but the circular 
attachment fails to do so. 

In ordinary construction, slow-setting cement is 
desirable for the reason that the transportation of 
concrete from the mixer to the points where it is to be 
used, and the operations of depositing and tamping 
the material, necessarily occupy a certain space of time 
during which concrete made with quick-setting cement 
would commence to set. The undesirability of such a 
contingency is shown by the fact that if concrete is 
worked or handled while the process of setting is going 
on, the crystallization of the cement is seriously dis- 
turbed. The interlocking crystals are broken up, and 
the strength and cohesion of the material are much 
reduced. 

The best qualities of Portland cement as manufac- 
tured in the present day are quite sound, and free from 
any tendency to expand when used in constructive 
work. Purchasers can easily satisfy themselves as 
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to the soundness of the cement supplied by the tests 
described in the British Standard Specification. 

These tests are in accordance with the “ Le Chatelier ”’ 
method, in which a portion of neat cement paste is 
placed in a small split metal cylinder with two pointers, 
one attached at either side of the gap in the cylinder. 
The cylinder, or mould, is placed upon a small glass 
plate, and the cement filled in is covered by another 
glass plate with a small weight on the top. The 
whole is then submerged in water at a temperature 
of from 58° to 64° Fahr., and left for 24 hours. The 
distance between the indicator points is then measured, 
and the apparatus with its contents again immersed 
in water, which is boiled and kept boiling for 6 hours. 
After removal and cooling, the distance between the 
indicator points is again measured, the difference 
between the two measurements representing the 
expansion of the cement, which should not exceed 
10 millimetres when the cement has been aerated for 
24 hours, or 5 millimetres after it has been aerated 
for 7 days. 

Natural Cement. This variety of cement has been 
made for many years in this country, and is produced 
on a somewhat extensive scale on the Continent and 
in America. Natural cement was first manufactured 
in Great Britain from septaria or nodules of clay and 
calcareous matter found at various places on the coasts 
of Kent and Essex. Originally known as Parker's 
cement, this product was afterwards designated Roman 
cement, one variety being designated Medina cement after 
the river in the Isle of Wight, where septaria also occur. 

In other countries, natural cement is made from 
mineral deposits containing varying proportions of 
limestone and clay, and providing in a very rough and 
ready way the principal raw materials for cement 
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manufacture. Unfortunately, those engaged in this 
branch of the cement industry use the material just as 
it comes from the quarry or other source, without 
making any attempt to regulate the proportions of the 
constituents. The rock is placed in the kiln and burnt, 
without any preliminary treatment, and is afterwards 
ground in the usual manner. 

Before the outbreak of war in 1914, large quantities 
of natural cement were imported into the United 
Kingdom, chiefly from Belgium, much of this variable 
and unreliable material having been sold as “‘ Portland 
Cement ”’ or as “ Best Portland Cement.” 

Many serious failures have resulted from the use of 
natural cement, which will never comply with all the 
requirements of the British Standard Specification. 

Slag Cement. This,is another kind of inferior cement 
made from blast furnace slag, and differing widely in 
chemical composition from genuine Portland cement. 
Although attractive owing to its relatively low cost, 
slag cement deteriorates quickly when stored, and cannot 
be relied upon to give durable results. 

Hydraulic Lime. Made from deposits similar to 
those furnishing the raw material for natural cements, 
hydraulic lime is produced by calcining at moderate 
temperature limestone or chalk containing clay, either 
alone or in combination with alkalies and metallic 
oxides, in proportions sufficient to render the resulting 
material capable of setting under water. 

If the proportion of clay happens to be large enough, 
a variety of natural cement can be produced by con- 
tinuing the process of calcination until the whole of 
the lime has entered into chemical combination with 
other constituents. The line of demarkation between 
hydraulic lime and natural cement is most conveniently 
drawn by classifying as lime those products which 
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contain uncombined lime capable of slaking in the 
presence of water, and as cement those in which all the 
lime has entered into combination, thus permitting the 
process of setting to take place without the slaking 
characteristics of lime. 

Common lime can be rendered hydraulic by the 
addition of certain substances, either before or after 
calcination. Thus, Scott’s or selenstic cement consists 
of lime containing a small proportion of an alkaline 
sulphate, usually calcium sulphate, and the hydraulic 
lime, or cement, used by the ancient Romans was 
produced by the admixture of pozzuolana with ordinary 
lime. Pozzuolana, trass and similar natural products 
are varieties of argillaceous earth calcined by volcanic 
heat, and it is interesting to note that they are used 
to-day in the manner and for the purpose originated 
over 2,000 years ago by the Romans. 

Rich or Fat Lime is produced by burning pure or 
nearly pure limestone or chalk, the resulting quick lime 
slaking rapidly when mixed with water, swelling up 
and evolving great heat, the result being slaked or 
hydrated lime. 

Poor Lime is obtained by calcining limestone or 
chalk containing inert matter, the product slaking more 
slowly and less completely than rich lime. 

Water. Apart from other considerations, water is 
an all-important constituent of concrete in two respects— 
(1) that it has the effect of commencing the series of 
reactions which result in the setting of the cement, and 
(2) that it remains as a permanent constituent of thé 
concrete in the form of water of crystallization. For 
the purpose of chemical combination, the proportion of 
water in concrete should be equal to at least 8 per cent 
of the weight of the cement, but in practice a much 
greater proportion is requisite to provide for flowability, 
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arrangements being made where practicable for the 
surplus water to drain away. 

Recent investigations by Professor Duff A. Abrams, 
of the Lewis Institute, Chicago, have brought out the 
extremely important part played by water in concrete 
mixtures, and have led to the conclusion that water 
is the most important ingredient in concrete. As 
baldly stated in this way, the conclusion may appear 
to be quite untenable at first sight. The importance 
of water is, however, clearly denoted by the facts 
ascertained by Professor Abrams, who shows that small 
variations in the proportion used produce greater 
variations in the strength and other properties of 
concrete than similar variations due to the relative quan- 
tities of other ingredients. This point is illustrated by 
the following conclusions stated by Professor Abrams— 

(1) Ina one-bag batch, the use of one pint more water 
than is necessary to produce a plastic mixture has the 
effect of reducing the strength of the concrete to the 
same extent as would result from the omission of from 
2 lb. to 3 Ib. of cement from the batch. 

(2) The mere use of richer mixtures generally en- 
courages a feeling of security, whereas in many instances 
nothing more is thereby accomplished than the waste of 
cement consequent upon an excess of mixing water. 

(3) As small variations in the amount of water cause 
a much wider change in the strength than similar 
variations in the proportion of cement or the size and 
grading of the aggregate, it is important to use the 
smallest proportion of water that will produce concrete 
of a plastic or workable consistency. 

Fresh water should always be used, and care should 
be taken to see that it is free from earthy, vegetable, 
and organic matter, acids and alkaline substances in 
suspension or solution. 
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Sand or Fine Material. The duty of sand, or other 
fine material, in concrete is to fill up, as far as possible, 
the spaces or voids between the particles of aggregate, 
or coarse material. From the theoretical standpoint 
there is obviously no objection to the employment, as 
a substitute for sand, of small well graded particles of 
hard stone. Wherever stone screenings are so used 
they must be free from dust and foreign substances 
generally. Sand for concrete should be composed of 
grains of hard and durable stone free from impurities. 
The sand, or stone screenings, if the latter are employed 
instead of sand, should be of varying sizes from about 
4 in. gauge downwards. Fine sand and sand with 
grains of approximately uniform size are equally unde- 
sirable for the reason that for given mixtures of cement 
and sand they produce mortars of less density and 
strength than those obtained by the use of coarser and 
well graded sands. This remark applies with equal 
force to fine material consisting of small particles of 
stone. 

Aggregate or Coarse Material. The coarse material 
in the best qualities of concrete consists of gravel, 
shingle, or broken stone of hard, close-grained and 
durable character. Limestone and other varieties of 
rock containing large proportions of calcium carbonate 
are undesirable in concrete for buildings owing to the 
fact that they may be disintegrated at high temperatures 
in case of fire; coke and coal residues of combustible 
nature are equally undesirable ; and broken brick is 
generally inadvisable because it yields concrete of low 
compressive strength. 

Among materials which should not be employed as 
ageregate for reinforced concrete are—coal residues, 
including ashes, cinders, clinkers, coke breeze, pan breeze, 
blast furnace slag, copper slag, refuse destructor clinker, 
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and forge breeze. During quite recent years, the 
desirability of producing light-weight concrete for ship- 
building purposes has led to the introduction, in the 
United States, of a special variety of burnt clay as aggre- 
gate. Concrete made with this material, which is so 
light that it will float in water, has been favourably 
reported upon by the United States Shipping Board, 
by whom it has been found satisfactory in respect of 
compressive strength and impermeability. Several large 
steamships have been constructed of such concrete for 
the American Government, and it is clear that if the 
behaviour of these vessels confirms the claims made on 
behalf of the material, a very wide field will be opened 
up for the employment of light-weight concrete in 
engineering and building construction. 

Speaking generally, aggregates should be free from 
sand, earth, clay, quarry refuse and other foreign matter. 
Where sandy gravel, or Thames ballast, is employed, 
the sand should be screened out, leaving as aggregate 
all particles of about $m. gauge and above. The sand, 
if of suitable quality, can afterwards be mixed with the 
cement and aggregate in the predetermined proportions. 

The pebbles, or the fragments of broken stone, used 
as aggregate, should be varied as much as possible in 
size, and carefully graded so as to reduce the proportion 
of voids to a minimum. In building construction and 
in reinforced concrete work, the particles usually range 
from 4 in. up to # in. gauge. For some classes of work 
still finer concrete is necessary, and on the other hand, 
In mass concrete work the aggregate may often be 
graded up to 2} in. gauge or more with advantage, 


CHAPTER III 
PROPORTIONING CONCRETE 


WHATEVER may be the nature of the raw materials, 
or whatever the purpose to which concrete is to be 
applied, it is always important that the constituents 
should be employed in the most advantageous manner. 
With this object in view, careful attention should be 
directed to the influence exerted by the nature of the 
aggregate and sand, the sizes of the particles, the pro- 
portions in which particles of different sizes are used, 
the proportion and quality of the cement, and the 
consistency of the mixture. 

As a general axiom, it may be said that the density 
of concrete is the most reliable index to its strength, 
impermeability and economy. The density of concrete 
is represented by the ratio of the volume of solid matter 
to the total volume of the concrete. Maximum density 
corresponds with maximum efficiency, and is to be 
obtained by using aggregate and sand, each with particles 
of varied and well graded sizes, so that the voids or 
spaces between the largest pieces of aggregate are 
occupied, as far as practicable, by stones of the next 
largest size, and thereafter by particles of progressively 
decreasing dimensions until the spaces remaining to be 
filled are small enough to give the sand or other fine 
material the opportunity of continuing the process to 
a stage where the cement and water come into play 
and occupy all the remaining spaces. Fig. 7 shows a 
sample of gravel which has passed through a l} in. 
sieve and been held on a } in. sieve, and Fig. 8 shows 
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sand after passing a } in. sieve. The particles in these 
two illustrations are two-thirds full size. 





Fic 8 SAND (TWO-THIRDS FULL SIZE) 


It is quite evident that if in a given volume of concrete 
the aggregate and sand are so graded and proportioned 
that the concrete is composed principally of stone, 
the amount of cement paste, consisting of cement and 
water, necessary for binding the whole mass together 
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will be very much less than the amount required in a 
case where the same care has not been taken to reduce 
the proportion of voids by proper grading and propor- 
tioning of the coarse and fine material. As the latter 
cost very much less than Portland cement, economy is 
attained by packing them together as closely as possible, 
to say nothing of the increased strength thereby secured. 
The employment of cement for the purpose of making 
up for the effects of badly proportioned aggregate and 
sand is merely a waste of good and expensive material, 
and should always be avoided. 

The general principles governing the proportioning 
of concrete may be thus stated— 

(1) For a given mixture of aggregate and sand, the 
strongest concrete is one containing the largest 
percentage of cement. 

(2) For a given percentage of cement and given kinds 
of aggregate and sand, the strongest concrete is one 
obtained by combining the coarse and fine materials so 
as to give concrete of maximum density. 

Various methods are adopted with the object of 
obtaining concrete of maximum density, some of these 
being described in the following paragraphs. 

Proportioning by Voids. This method is based upon 
the undeniably correct principle of measuring the voids, 
that is to say the spaces between the particles, in the 
aggregate and the sand, using enough cement paste, 
Or cement and water, to fill the voids in the sand, and 
enough cement paste and sand to fill the voids in the 
ageregate, care being taken to provide an excess of 
cement paste sufficient to coat all the particles thoroughly. 

The voids in aggregate and sand may be determined 
approximately either by direct measurement or by 
computations based upon the specific gravity of the 
material and the weight of a unit volume of the particles. 
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Proportioning concrete by the direct measurement of 
voids can be carried out as described below, but for 
various reasons which will be afterwards mentioned, 
the method cannot be relied upon for accurate results. 

The mode of procedure is as follows—Take a vessel 
of ascertained capacity ; fill it with the aggregate to be 
used, shaking down and levelling the material at the 
top of the vessel ; add water from a vessel containing 
a known volume until it reaches the upper surface of 
the aggregate in the vessel. Then by deducting the 
volume of water remaining in the vessel from the 
original volume therein, we can find the volume of water 
used in filling the voids in the aggregate. Therefore, 
an equal volume of sand should be added with the 
object of filling the voids. The voids in the sand can 
be ascertained in a similar manner, the volume of water 
added being an index to the volume of cement paste 
necessary to fill the voids in the sand. 

A more accurate method of determination is to weigh 
a given volume of the material, whether aggregate or 
sand, and from the weight so ascertained to calculate 
the weight per cubic foot. Then if the specific gravity 
of the material is known, it is easy to compute either 
the volume or the percentage of voids. 

In any event, the method of proportioning concrete 
by voids gives results that are only approximately 
correct. Thus, the percentage of voids in the aggregate 
varies considerably with the compactness of the material 
as affected by manipulation when it is being filled into 
the measuring vessel, and the percentage of voids in 
the sand is greatly affected by variations of moisture. 
Moreover, it is impossible to drive out all the air when 
water is poured into aggregate and sand, and so further 
errors arise. Again, it does not follow that the actual 
volume of voids in the aggregate will correspond with 
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the quantity of sand required to fill the voids, principally 
because the grains of sand tend to thrust apart the 
particles of aggregate, while some proportion of the sand 
is usually too coarse to fit into the spaces between the 
particles of aggregate. Further complication arises 
from the fact that the cement paste covering the grains 
of sand virtually increases their dimensions, and thereby 
tends to increase the voids, a similar tendency being 
due to the superficial tension of the water used. 

Bearing all these disturbing factors in mind, it is 
necessary to provide an,excess of at least 10 per cent 
of cement paste in the sand, and an excess of at least 
10 per cent of cement paste and sand in the aggregate, 
to provide for contingencies. ; 

Proportioning by Trial Mixtures. A comparatively 
simple and reliable method of proportioning concrete 
is based upon the examination of trial mixtures, Briefly 
described, the method consists in placing a defined 
weight of several mixtures, one at a time, in a cylindrical 
vessel, tamping the concrete, and noting the height of 
the upper surface. After the first mixture has been 
dealt with the cylinder is emptied, cleaned and used 
in the same manner for the trial of any required number 
of mixtures. In this way it is easy to find proportions 
giving the lowest height of concrete in the cylinder, 
the mixture giving the lowest height evidently possessing 
the greatest density. 

The materials employed in mixing the concrete should 
be carefully weighed on an ordinary pair of scales, 
and the cylindrical vessel can be formed by closing one 
end of the piece of iron or steel tubing, a convenient 
size being from 9 in. to 12 in. diameter, and from 12 in. 
to 15 in, high. Tamping should be performed in as 
uniform a manner as possible, in order to reduce to a 
minimum any variations due to the human element. 
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Proportioning by Arbitrary Standards. A method 
often adopted for settling the proportions of concrete 
to be used in different classes of work is to select one or 
other of the mixtures recommended in some handbook 
or code of regulations. This method is a very con- 
venient one, although leading to wide discrepancies in 
results owing to differences in measurement of the 
materials. For instance, concrete ostensibly mixed 
by one contractor in the proportions of 1 part of cement, 
2 parts of sand, and 4 parts of aggregate by measure, 
may be no better than a batch of concrete produced 
by another contractor who has measured the materials 
in the proportions of say, 1:3: 6. 

The reasons for so anomalous a result are due to 
variations of packing and measurement of cement, 
and to variations in the nature and grading of the sand 
and aggregate. Experience shows that the actual 
weight of cement placed in a gauge box of one cubic 
foot capacity depends very much upon the ingenuity 
of the man engaged in the operation of filling in the 
cement. The weight of cement per cubic foot may 
be reduced to less than 70 lb. by ingenious filling, 
and it is quite easy in this way for a clever man to 
save a couple of hundredweights of cement a day. 
On the other hand, cement may be packed so closely 
in the gauge box as to bring the weight up to 120 lb. 
per cubic foot. These figures show a range of over 
70 per cent in the quantity of cement instead of the 
uniformity supposed to be given by the prescribed 
method of measurement. 

The influence of the sand and aggregate is clearly 
indicated by variations in the quantities of material 
required to produce one cubic yard of concrete of any 
given mixture. Such variations depend upon the nature 
of the materials selected and the percentages of voids 


PROPORTIONING CONCRETE 29 


in the sand and aggregate, and show that the adoption 
of an arbitrary standard is not advisable in general 
practice. The resulting concrete may happen to fulfil 
requirements satisfactorily, but it may be of less than 
the anticipated strength and dangerously porous, or, 
on the other hand, may involve the use of a larger 
amount of cement, and greater cost than would be 
found necessary under a more scientific method of 
proportioning concrete. 

Proportioning by Mechanical Analysis. This is an 
extremely scientific method devised by Mr. W. B. 
Fuller and Mr. Sanford E. Thompson, two American 
engineers who have devoted much study to the correct 
proportioning of concrete. 

Mechanical analysis is performed by separating the 
particles of a sample of aggregate, sand or cement into 
the various sizes of which it is composed, so that the 
results can be plotted in a diagram to form a curve, 
each ordinate of which is the percentage of the weight 
of the total sample passing through a sieve having holes 
of a diameter represented by the distance of the ordinate 
from the origin in the diagram. 

The objects of mechanical analysis curves, as applied 
to sand and aggregate for making concrete are (1) To 
show graphically the sizes and relative sizes of the 
particles, (2) To indicate what sized particles are required 
to make any given mixture of sand and aggregate 
more nearly perfect, and so to enable the engineer to 
improve the mixture by the addition or substitution 
of other sizes of particles, and (3) To provide data for 
determining the best proportions of different kinds of 
sand and aggregate. 

Practical experience shows that the best possible 
mixture of cement, sand and aggregate is one giving a 
mechanical analysis curve which is of parabolic form, 
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and representing the combination of a curve approaching 
an ellipse for the sand, and a tangential straight line 
for the aggregate. The ellipse extends to a diameter 
equal to one-tenth the diameter of the maximum size 
of the particles of aggregate, and beyond this point 
the aggregate is to be graded uniformly. 

Mechanical analysis diagrams afford very precise 
means of determining the best proportions of any 
materials for concrete by sieving each of the 
materials, plotting the analyses and combining the 
curves, so that the result is a curve as nearly as possible 
similar to a curve denoting maximum density. The 
proportions of the different materials required to produce 
the new curve will show the relative quantity of each 
material which must be used for the concrete mixture. 

The method is particularly valuable, not only as a 
means of ascertaining the best proportions in which 
the sand and aggregate should be mixed, but also for 
the purpose of showing how a given kind of aggregate 
may be improved by increasing or decreasing the 
proportion of one or more particular sizes of particles. 

Mechanical analysis of the materials can be made 
from time to time during the progress of any work or 
contract, so as to indicate whether or not the sizes of 
the particles of the sand and aggregate have changed 
to any appreciable extent, and in that event to give 
an index to the manner in which the proportions should 
be adjusted to maintain the most suitable conditions 
for efficiency and economy. 

In analysing any given sample of sand or aggregate, 
the different sizes are separated by screening the material 
through successive sieves of progressively increasing 
fineness. After sieving, the residue on each sieve is 
carefully weighed, and commencing with that which 
has passed the finest sieve, the weights of the sifted 
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material are successively added, so that each sum will 
represent the total weight of the particles which have 
passed through a certain sieve. The sums so obtained 
are expressed as percentages of the total weight of the 
sample, and plotted on a diagram with diameters of the 
particles as abscisse and percentages as ordinates. As it 
would not be appropriate in a book of this kind to discuss 
at length the method of plotting and combining 
mechanical analysis curves, those desiring further 
information are referred to a paper in the Transactions 
of the American Society of Civil Engineers, entitled 
“The Laws of Proportioning Concrete,” where Mr. 
Fuller and Mr. Thompson discuss the subject at 
considerable length, and in full detail. 

The apparatus necessary for a mechanical analysis 
consists of a special set of sieves, and a pair of balances 
for weighing. The sieves are 8 in. in diameter by 2} in. 
in height, the number and sizes used being dependent 
upon the importance of the tests. In ordinary practice 
the series of sieves of which particulars are given in 
the subjoined table are recommended for average 
laboratory work. 


SIEVES FOR MECHANICAL ANALYSES 


rears Sieves for Sand 

sed of Commercial No. Diameter of Holes 
oles 

3 00 in ¢ in round as 

2°50 ,, No 7 O'll1 in 

2°00 ,, , 12 ame, 

150 |. , 20 0°0335 _,, 

100 |. , 30 0°0198 ,, 

075 ,, » 50 aro 

0°50 |. , 90 0°0059 _,, 


0°25 _,, », 200 0°0029 _,, 
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While the mechanical analysis method may appear 
to some of our readers as an unnecessary refinement, 
it clearly deserves mention in this book. A convincing 
proof of the practical value of the method is furnished 
by the fact that it has been employed by Mr. Fuller 
in important engineering construction for determining 
the proportions of concrete used in the construction 
of thin watertight walls, the proportions adopted having 
been about 1: 3: 7, whereas for watertight concrete 
where the materials are proportioned by ordinary 
methods 1:2: 4, or richer mixtures are always found 
to be necessary. 


CHAPTER IV 
MIXING CONCRETE 


THE operations coming under the general head of 
concrete mixing, and including suitable and necessary 
preparation of the constituents, are in every way as 
important as the establishment of correct proportions. 
In this chapter we will discuss preparation of the 
materials, mixing by hand, and mixing by machine. 
Preparations of Materials for Concrete. In former 
times when cement manufacture had not fully attained 
its present high standard, it was customary to aerate 
cement before using it on important work, by spreading 
out and turning over the material in order to assist 
hydration of the free lime present. In the case of the 
best qualities of modern Portland cement the process 
of aeration is not only unnecessary, but causes a distinct 
loss of strength. Where large stocks of cement have 
to be held, they should be stored in bulk, rather than 
in bags or other packages allowing the access of air. 
The results of an investigation recently made at the 
Lewis Institute, Chicago, show that cement stored in 
bags for three months may lose 20 per cent ofits original 
strength, and that it continues to suffer loss, though in 
a diminishing ratio, with continued storage. The tests 
did not include any on bulk storage, which appears to 
have no appreciable effect on the strength of cement. 
Sand and aggregate frequently, if not always, contain 
silt, clay, earthy matter, or stone dust, which can only 
be removed by washing. Various methods of performing 
this operation are in general use, among them being : 
(1) washing the material down an inclined trough, having 
stationary screens in the bottom, through which water 
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and impurities are carried off ; (2) washing by throwing 
the material on a vibrating screen, either suspended 
in water or subjected to a constant stream of water ; 
(3) washing in a rotatory drum, or a stationary drum 
fitted with a screw conveyor, the material travelling 
up a slight incline and meeting a downward stream 
of water. A simple form of screw conveyor washing 
apparatus is represented in Fig. 9, water being admitted 
at the upper end, and the sand or aggregate shovelled 





Fig 9 SAND WASHER 


into a charging hopper near the lower end. By revolv- 
ing the screw, the material is carried to the upper end 
and ejected after having been thoroughly washed by 
the water encountered in transit. 

Sand and aggregate can be screened by hand, shovelling 
the material against an inclined screen, by hoisting and 
delivering the material by mechanical appliances upon 
an inclined screen, or by placing the material in a revolv- 
ing screen operated mechanically. In modern practice 
the careful screening of the sand and aggregate into 
various sizes is an essential preliminary to the production 
of scientifically proportioned concrete. 

From inscriptions on Egyptian monuments, supposed 
to have been made about 4000 B.c., it seems probable 
that sieving was practised long before the existence of 
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human records. The screens used by the Greeks and 
Romans about 150 s.c. had meshes of hide, reeds or 
hair, and it was not until the fifteenth century that 
wire screens were introduced. Fig. 10 is from a quaint 
illustration in a work written by Agricola, and published 
in 1556. The man in the foreground is working a 
one-man sieving machine, while in the background 





Fic. 10 EARLY SCREENING APPARATUS 


two men are using a sieve suspended at the centre, 
this being an early type of the modern shaking screen. 

In order to avoid the wasteful rejection of pebbles, 
or fragments of stone, which are of larger size than the 
maximum permitted by specification, stone breaking 
machines are generally employed, although breaking 
is frequently done by hand, a method which is very 
expensive in the present condition of the labour market, 
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although the results are better than those given by a 
machine because crushing effects are absent. The 
best stone breakers are constructed so as to reproduce 
hand breaking as closely as possible. Machines of this 
class are provided with two jaws brought together so 
as to strike a sharp blow upon the stone to be broken. 
Other machines known as stone crushers, tend to fracture 
and to pulverize the material, the dust produced being 
prejudicial to the concrete unless removed by suitable 
means. 

In contracts where concrete is employed on an exten- 
sive scale, more or less elaborate plant is laid down for 
the preliminary treatment of sand and aggregate, so as 
to make the most efficient and most economical use 
of these materials. 

Mixing by Hand. Being apparently an exceedingly 
simple matter, the mixing of concrete often receives 
much less attention in the way of supervision than is 
desirable, and inefficiency sometimes passes unobserved 
in consequence. Three points deserving special atten- 
tion are the exact measurement of the materials, the 
thorough mixture of the cement and sand, and the 
addition of no more water than is necessary to produce 
a plastic consistency. 

The materials, after careful measurement, are mixed 
on a timber “board” or platform, varying in size 
from 10 ft. to 20 ft. square, according to the extent of 
the contract, and if mixing has to be carried on for some 
time, it is good policy to cover the platform by a thin 
sheeting of iron or zinc, thus protecting the wood, 
preventing leakage of cement grout through joints, 
and providing a surface conducive to easy and thorough 
shovelling. The platform should be situated close to 
the place where materials are stored, and as near as 
possible to the site where the concrete is to be used. 
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A simple method of measuring sand and aggregate 
is to fill them into bottomless boxes, one for each 
material, and of the capacity for one batch of concrete. 
An ordinary cement barrel with both heads removed 
and fitted with handles, makes a convenient measure 
for aggregate; and half or part of a similar barrel 
can be used for measuring sand. The measure is placed 
on the mixing platform, filled with sand or aggregate, 
as the case may be, and then lifted off, leaving the 
material behind. It is wise to proportion the cement 
by weight, owing to variations in the actual quantity 
of cement filled into a measure of any given volume. 
Water should always be measured in a bucket or other 
vessel, and not applied by a hose, as this method leads 
to variable consistency, and tends to wash away the 
cement and sand from the coarse material. 

Sand should first be measured and spread out on 
the board in a layer of even thickness, the measured 
cement should next be distributed over the surface 
of the sand, and the whole turned over dry until 
thoroughly mixed. The measured aggregate should then 
be thrown on, and all three materials turned over three 
or four times dry, and for a sufficient number of times 
after the addition of water, which can be added most 
conveniently and suitably by a watering can with a 
rose-head, filled from the measuring bucket or vessel. 

Some contractors mix concrete by measuring the 
aggregate on the board first, afterwards separately 
adding the measured sand and cement. This method, 
however, is not quite so economical as that first des- 
cribed. Another method is to measure the aggregate 
on the mixing board, then to measure and mix the 
sand and cement, and finally to shovel on the resulting 
mortar and mix it with the aggregate. This method 
is still less economical than the second one, 
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Whatever may be the details of the procedure adopted 
in hand mixing, the most careful inspection is always 
necessary to ensure thoroughly mixed concrete. 

Mixing by Machine. When the work to be executed 
is of sufficient magnitude to justify the cost, concrete 
can be mixed far more economically by machine than 
by hand. As previously stated, machine-mixed concrete 
is nearly always stronger than that prepared by hand, 
owing to the more thorough incorporation secured. 
The economy of concrete mixing plant is due as much 
to the auxiliaries employed for dealing with the raw 
materials as to the saving of labour by the mixing 
machine itself. The selection and arrangement of the 
appliances for handling the materials, and to a limited 
extent the selection of the type of mixer, depend upon 
local conditions, the amount of concrete required 
daily, and the magnitude and consequent duration of 
operations. 

Fig. 11 is a view of a concrete mixer as installed for 
the construction of the Royal Liver Building, Liverpool. 
The machine was one of the Ransome-ver-Mehr type 
driven by an electric motor, and capable of turning 
out 4,000 cubic feet of concrete per day of nine hours. 
It was arranged with a staging at the back of the charg- 
ing hopper, approached by two inclined barrow runs, 
up which sand and aggregate were conveyed from storage 
compartments, the cement being delivered on the staging 
itself, An automatic tank connected with the city 
mains provided for the correct supply of water for each 
batch of concrete. With this compact plant there 
was no difficulty in obtaining upwards of 200 mixings 
of 20 cubic feet each in a day of nine hours, the concrete 
produced having been most uniform in consistency 
and satisfactory in every way. 

In the execution of important public works involving 
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large quantities of concrete, the contractor will 
find it remunerative to make free use of labour- 
saving appliances, while in contracts of modest 
dimensions the mechanical equipment should be of 
the simplest proportions consistent with satisfactory 
results, 

Concrete mixers naturally fall into one of two general 
classes—continuous mixers and batch mixers. In 
those of the former class, the materials are inserted 
more or less continuously, either by shovelling or by 
the aid of automatic measuring appliances, and the 
concrete is discharged from the outlet in an ever-flowing 
stream. In those of the latter case, the body of the 
machine is of capacity suitable for the reception of the 
materials required to produce one batch of concrete 
at atime. Having been charged, the machine is set in 
motion, and after thorough mixing the whole batch 
of concrete is discharged. It should be mentioned 
that some of the machines on the market are arranged 
for use either as continuous or as batch mixers. There- 
fore, the user has a choice of methods open in the case 
of such machines. 

Speaking generally, continuous mixing is not to be 
recommended unless the materials are measured and 
added by automatic mechanical auxiliaries. If the 
materials are measured by hand, and shovelled into 
the machine while mixing is in progress, variations 
are almost certain to occur in the proportions, and 
the concrete will not be of the required uniformity. 
In the case of batch mixing, all the materials, first 
definitely measured, are placed in the drum, or recep- 
tacle, and there can be no mistake about the propo: tions. 
The uniformity of the concrete then depends upon 
the efficiency of the machine used and the length of 
time during which it is in operation. 
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So far as design and construction are concerned, 
concrete mixers are made in varied types. The rotary 
mixer, a general type adopted by many leading makers, 
consists essentially of a drum or receptacle in which 
the materials are shaken together and turned over and 
over, the process of mixing being aided by deflectors or 
projecting blades attached to the sides of the recep- 
tacle. The paddle type of mixer is one with a stationary 
drum or trough fitted with one or two revolving shafts, 
to which paddles are attached for churning up the 
materials. The gravity type of mixer is one where the 
materials are mixed by being thrown from successive 
baffle plates as they descend from the top to the bottom 
of the apparatus, or where they are mixed by flowing 
through successive hoppers. 

Concrete mixers are made in so many varieties, 
for operation by hand or by power, that it would take 
too much space to describe examples even of the best 
known makes, and it would be a somewhat invidious 
task to select one or two machines as examples. There- 
fore, the reader who wishes to obtain detailed informa- 
tion on the subject is referred to the fully descriptive 
catalogues issued by all manufacturers of concrete 
mixers and auxiliary appliances. 

Precautions in Machine Mixing. The following are 
some points of special importance—(1) The materials 
fed into the mixers must always be strictly in accordance 
with the specified proportions; (2) While sufficient 
water should be used to produce the required consist- 
ency an excess of water must be carefully avoided, 
or the concrete will not attain the strength contemplated 
by the designer; (3) The process of mixing must be 
continued long enough to make sure that the ingredients 
are thoroughly incorporated. The time allowed in a 
rotary mixer, measured from the completion of filling 
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to the end of mixing, should be not less than one minute, 
and experience shows that a longer period of mixing 
will improve the quality of the concrete in respect of 
strength, and at the same time resuit in a smoother 
mixture even with less water; (4) The entire contents 
of the drum should be removed on the completion of 
each batch in the case of a batch mixer, and the interior 
of the mixer should be rinsed out as may be necessary 
to prevent any set or practically set concrete from 
adhering to the sides. 

Concrete Mixing Plants. In very small contracts, 
particularly where hand mixing is adopted, the installa- 
tion of plant for the preparation of concrete is of ex- 
tremely simple character—sometimes so simple, in fact, 
that there is nothing meriting the name of plant to be 
installed. Sand and aggregates are delivered in heaps - 
near the mixing platform, cement is stored in any 
convenient shed or temporary shelter. The materials 
are washed and screened, as necessary, and either 
shovelled directly into the measuring boxes on the 
mixing platform, or wheeled there in barrows ready for 
shovelling into the boxes. 

In large contracts, the arrangement and nature of 
the plant for handling raw materials is quite as important 
from the standpoint of economical production as the 
concrete mixing machinery. The design of a concrete 
making plant is governed by the nature of the work 
to be executed, and by various local conditions. 
Where large quantities of sand and aggregate have to 
be received, stored, washed, screened, and graded before 
conveyance to the mixers, a good deal of preliminary 
outlay may be justifiable in the provision of storage 
bunkers, runways, gangways, conveyors, hoists, trucks, 
and the like. Everything possible should be done to 
minimize hand labour, and to economize motive power 
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by laying out the plant so that the materials, concur- 
rently with their preparatory treatment, travel pro- 
gressively by the shortest possible route from the point 


es eee 


Nee7 | 
ff 


Athletic 
Field 









3 


a 





‘ ice 
c ov” | 
: ‘ 
q Mils e@ ‘term: 
Walker 
Pe | fe Mixing Plonts, & 
= Aa G — a * 
°F 1 ce 
s Sec A Ofixe 50.6 Office 
| a Charities River Road 


PLAN OF CONCRETING PLANT AT MASSACHUSETTS 
INSTITUTE OF TECHNOLOGY 


ae 
© 
ty 
nN 


of reception to the mixing machine—their ultimate 
destination while in the form of raw materials. In 
a word, the concrete-mixing department should be 
planned and operated very much on the lines adopted 
in a thoroughly up-to-date factory, and the now familiar 
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methods of mass production should be followed as 
closely as may be practicable and appropriate 

A typical installation 1s illustrated in Fig 12, which 
is a plan of the contractors’ plant used in erecting the 
new buildings of the Massachusetts Institute of Tech- 
nology, Boston, USA Materials were delivered on 
the site by the Boston and Albany Railroad, and con- 
veyed direct to the various concrete mixing plants by 
means of elevated contractors’ lines carried on timber 
viaducts Sand and gravel were discharged into pits 
with a capacity of 300 cubic yards for sand, and 400 
cubic yards for gravel, and cement was stored im sheds, 
one for each section The concrete mixers were in- 
stalled in pits so that the materials could be run in by 
gravity Mixed concrete discharged from the machines 
was conveyed by trucks to hoist towers, and thence 
distributed to the required points. 


CHAPTER V 
DEPOSITING MIXED CONCRETE 


FRESHLY mixed concrete should be transported to 
the point where it is to be used and deposited in place 
without any avoidable loss of time. If the concrete 
is not deposited promptly, the larger particles may 
become separated from the sand and cement, and 
if the cement begins to set before the concrete has been 
put in place, there may be a considerable loss of strength. 

Concrete in small quantities is usually transported 
from the mixer in ordinary wheelbarrows or in two- 
wheeled barrows of special design, now made for the 
purpose by most manufacturers of concrete machinery. 
In large works the concrete is very generally distributed 
in trucks running on contractors’ lines serving the various 
points where operations are in progress. Cableways, 
gantries, hoists, and derricks have been extensively 
applied to the distribution of concrete, and the employ- 
ment of hoisting towers in conjunction with gravity 
shoots—constituting what is known as the gravity 
system of distribution—has been widely adopted in the 
United States, although only rarely applied in this 
country. For use in connection with transportation 
plant many ingenious types of cars and buckets are 
available, being constructed so that the concrete can 
be discharged expeditiously by opening at the bottom 
or one side, or by means of discharge valves under 
ready control. 

A particularly interesting and novel form of concrete 
construction plant was installed a few years ago in 
London by the contractors for H.M. New Stationery 
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Office (temporarily converted for use as the King George 
Military Hospital). As the building consists entirely 
of reinforced concrete, covers an island site about two 
acres in extent, and rises to a height of 70 ft. above 
pavement level, it will readily be understood that very 
large quantities of concrete had to be dealt with, and 
that the execution of the work offered ample scope for 
the employment of distribution plant on an extensive 
scale. 

In this particular case, the contractors decided to make 
use of steel gantries commanding the whole site. Similar 
gantries are generally employed in modern shipbuilding 
yards, but had not previously been adapted to the needs 
of concrete building construction. One reason which 
led to their evolution in the Stationery Office contract 
was the small amount of open space on the site for 
ordinary erection plant, and the virtual absence of 
exterior space for hoisting appliances. The members 
of the framework were made interchangeable, so that 
after the completion of the work the gantries could be 
taken down and re-erected in entirely different forms 
to suit the requirements of subsequent building 
contracts. 

The gantries comprised a series of latticed towers 
connected by longitudinal and transverse girders of 
the same type. The towers were bolted down to 
concrete foundation blocks, and rose to a height of 
86 ft. 9 in. above foundation level. Rails were laid on 
the longitudinal girders for the operation of overhead 
electric travelling and traversing cranes by means of 
which the whole area was commanded and supplied 
with concrete and other materials. Thanks to these 
gantries it was possible to transport materials over 
freshly-laid concrete without the slightest risk, their 
range of action was infinitely greater than that of 
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derricks, the use of contractors’ lines, barrows, and 
trucks was entirely obviated, and building operations 
were conducted both economically and expeditiously 
The concrete mixing plant at ground floor level 
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Fic 13. GRAVITY CONCRETING PLANT AT THE U.S.A. 
BUREAU OF ENGRAVING AND PRINTING 


comprised three Ransome electrically driven machines 
and all necessary auxiliaries. 

Engineers and contractors in this country do not 
generally favour the practice of distributing mixed 
concrete by means of gravity plant, their principal] 
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objection being due to a fear that the materials may 
become separated, or unmixed, during transit. Amer- 
ican engineers and contractors, on the other hand, 
contend that if suitable proportions are adopted, and 
if the concrete is properly mixed and of appropri- 
ate consistency, thoroughly reliable work can be 
secured by the employment of gravity plant for the 
transportation and deposition of concrete. 

Fig. 13 is a diagram of the concreting plant used in 
building the U.S.A. Bureau of Engraving and Printing, 
a block 505 ft. long by 300 ft. wide by five storeys high. 
All concrete was prepared and handled by duplicate 
plants in two courts of the building. Each plant com- 
prised a concrete mixer, construction tower, hoist and 
gravity shoots. The method of distribution is illus- 
trated by the diagram. Sand and gravel were stored in 
pit A, transferred by a conveyor to bin B, measured in 
the hopper C, where cement was added, and the whole 
discharged into the mixer D. Mixed concrete was 
delivered into the bucket EF, hoisted to the requisite 
height, and automatically tipped into the hopper F, 
passing thence into the shoot G for distribution by 
secondary shoots or by barrows to the required 
points. 

The makers of such plant claim that its success 
depends very largely upon the proper mixing of the 
concrete before it is filled into the hoisting buckets. 
The concrete should be a plastic, viscous, homogeneous 
mass, not so dry as to prevent it from readily levelling 
off on top, and a piece of stone placed on the upper 
surface should neither stand out nor sink in much below 
its own thickness, but should float freely. On no 
account should the mixture be “sloppy wet,” as such 
a consistency allows the heavier particles to sink both 
during transport and after deposition, 
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It is better, in any case, to have the concrete rather 
on the dry side than too wet. If too dry to flow readily, 
the quality of the work will not suffer, but the shoots 
will have to be at a greater angle with the horizontal, 
and their radius of action will be proportionately reduced 
with a distribution tower of given height. 

A typical concrete gravity plant consists essentially 
of a steel tower, up which the mixed concrete is hoisted 
in buckets of special design; a receiving hopper, generally 
placed near the top of the tower, or two or more 
hoppers at different levels ;, and a series of gravity 
shoots, fed by the hopper and employed in conveying 
the concrete to the required points. The precise con- 
stitution of the plant for any given work is varied so 
as to comply with Jocal conditions. The steel tower is 
built up of interchangeable sections, usually 20 ft. in 
length, and carried up to a suitable height. In average 
practice 200 ft. is considered a maximum height, although 
towers have been built higher in exceptional cases. 
The hoist bucket is mounted on a frame and arranged 
so that it automatically comes under the outlet from 
the concrete mixer on arriving at the bottom of the 
tower and is automatically emptied into the hopper at 
a predetermined elevation, or automatically discharged 
at any level in cases where two or more hoppers 
are provided on the tower. The hopper into which 
the concrete is discharged by the hoisting bucket is 
strongly built of steel plate, it is provided with clamps 
for attachment to the tower, and is fitted with a water- 
tight discharge valve. If desired, the hopper can be 
attached to a sliding frame, permitting the level of the 
hopper to be quickly changed from one point to another 
in the tower. The gravity shoot fed from the outlet 
valve at the bottom of the hopper can easily be made 
of any length permitted by the height of the tower 


50 CONCRETE AND REINFORCED CONCRETE 


and the slope necessary for the ready flow of the con- 
crete. All horizontal shoot sections are egg-shaped, 
open at the top, and vertical sections are circular. Two 
standard types of horizontal shoot are made, (1) with 
swivel-head connections, and (2) with continuous-line 
connections. The swivel-head shoot has a round 
hopper head at the upper end, and a projecting swivel 
plate at the lower end. When assembled, the swivel 
head of one section is suspended by a hook and 
cross bolt from the swivel plate of the section above. 
The continuous-line shoot has a sleeve connection 
with chains and keys for engaging rings on the 
sleeve. It will be understood that many variations 
of these two standard types can be made to suit local 
requirements. 

It may be well to state that the success of gravity 
plant depends not only upon the use of correctly pro- 
portioned and well mixed concrete, but also upon the 
proper design, arrangement and operation of the plant. 
The slope of the shoots must be such that the concrete 
will flow in a uniform, continuous stream, always under 
perfect control. The shoots must be kept clean by 
running water down them whenever operations cease, 
even for a short time, and they should be thoroughly 
wetted before work is resumed after a short stoppage. 
Gravity plant is best suited to works where large quan- 
tities of concrete are required in the immediate vicinity 
of the mixing machines, and is not to be recommended 
for small items of work scattered over relatively wide 
areas, 

A novel method of depositing fine concrete, cement 
mortar, or cement grout is one in which the cement 
gun is employed, this appliance being in reality a spray- 
ing machine operated by compressed air. The materials 
previously mixed dry are placed in the hopper provided, 
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and the machine delivers the mixture, through an air- 
locking device and hose, to a nozzle where water is 
automatically added, the concrete or mortar being 
sprayed upon the surface to be covered with force suff- 
cient to produce a dense, hard and durable coating of 
any required thickness. 

The procedure adopted in depositing concrete in 
ordinary construction work is necessarily subject to 
variations conformable to the consistency of the material. 
For instance, in former times when concrete of dry 
consistency was generally used, it was usually specified 
that the material should be deposited in 6 in. or 8 in. 
layers, well rammed, and each allowed to set before the 
addition of the next layer. In the present day, with 
slow-setting cement and moderately wet mixtures, it 
is permissible to deposit concrete continuously to any 
thickness so long as it is properly consolidated as the 
work goes on. 

Concrete of dry consistency should never be tipped 
or thrown from a height, as there is a distinct tendency 
for the larger particles to become separated from the 
mass. Moderately wet mixtures exhibit the same 
tendency when poured or dropped vertically but not to 
the same extent as dry mixtures. In the case of thin 
walls or parts requiring special care, the concrete 
should be shovelled into the moulds and carefully 
spaded next to the boards where the surface will 
ultimately be exposed to view. The operation known 
as spading consists in working a flat spade up and down 
the inner face of the mould, thus pushing the aggregate 
slightly back and allowing the cement and sand to flow 
against the boards where they will form a good surface 
to the finished work. 

It is always desirable to make the concrete deposited 
as compact as possible by forcing out bubbles of air. 
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With this object in view the material is tamped or 
rammed by suitable tools. For dry and medium mix- 
tures a rammer very similar in shape to that employed 
in street paving can be used for general purposes, while 
for very wet mixtures, in which excessive ramming 
may force the finer material and cement to the top, a 
specially light form of tool is the most suitable. 

In reinforced concrete work, it is very important that 
the concrete deposited should find its way to every 
part of the moulds, and between all the bars and 
meshes of the reiiforcement. This end may be attained 
by the aid of rods poked through the wet concrete after 
deposition. An alternative method is to make use of 
pneumatic hammers, applied to the outside of the 
moulds or shuttering, the vibration set up having the 
effect of liberating confined air and of promoting the 
consolidation of the entire mass. This ingenious 
device was adopted with perfect success in a concrete 
shipyard at Shoreham, where the hulls of the vessels 
under construction were reinforced with rods and sheets 
of expanded steel, and the concrete was very thin. 
Consequently, ordinary methods of tamping and 
ramming would have been quite out of the question. 

In many classes of construction it 1s highly important 
to make concrete work thoroughly monolithic. For 
instance, in the case of water reservoirs, tanks, swimming 
baths, ships and floating structures, there must be no 
risk of percolation at joints or along lines where the 
execution of work has been interrupted during meal 
times or at the end of the day. Sometimes it is practic- 
able to employ two or three shifts of men, in order to 
make it possible for concreting to be continued without 
interruption. Where such procedure is out of the 
question, the old concrete, or that which has already 
set, must be thoroughly cleaned,” roughened where 
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necessary, wetted and coated with cement grout before 
the deposition of fresh concrete is resumed. Where 
mass concrete, subject to compressive stress alone, 
is in question, and the risk of percolation need not be 
taken into account, the only precaution necessary 1s 
the cleaning of the old concrete before the addition of 
new material. 

Mixed concrete frequently has to be deposited under 
water, an operation demanding special precautions 
because if the material were discharged above the 
surface and allowed to sink to the bottom, most of the 
cement would be washed :away, and there would be 
left only more or less separated sand and aggregate 
with a quite insufficient remnant of the cement. 

To obviate anything of the kind, concrete can be 
lowered through water in a closed bucket with doors 
opening automatically at the bottom, or in a skip arranged 
to discharge its contents at one side. Concrete is 
sometimes deposited under water by means of a long 
tube, suspended by means of tackle, extending from 
above the surface to the bottom of the water, the upper 
end being provided with a hopper. The tube is filled 
with concrete, and kept full by successive additions, 
the concrete being allowed to flow out by hoisting the 
tube slightly as the work proceeds. Another method 
occasionally adopted is to deposit concrete in bags 
which are left in position, a rough and ready expedient 
rarely entering into modern practice. 

In the execution of important subaqueous works in 
concrete, various methods are available which do not 
involve the deposition of fresh concrete below water. 
One method is to construct a cofferdam around the 
site, pumping out the water, and depositing the concrete 
in moulds or shuttering exactly as would be done on 
land. Another method adopted in the case of heavy 
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pier construction is to mould large blocks of concrete on 
land and to lower them by means of powerful cranes 
upon a specially prepared bed, where the blocks are 
set by divers. Then, by the addition of successive 
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Fic. 14, BATTERIE DES MAURES. A NOTEWORTHY 
EXAMPLE OF CAISSON CONSTRUCTION 


courses, all properly bonded together, the work is carried 
up above the surface of the water. A more recent 
method of executing subaqueous work is to construct 
reinforced concrete caissons on land which can be 
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launched, towed into position, and sunk upon a prepared 
bed. Caissons have been employed in this way for 
forming bridge piers, the substructure of wharves and 
jetties, and in a few stances huge structures, intended 





Fic. 15 CYLINDER PIERS WITH PRECAST BRACING 


to be partially submerged in the sea, have been built 
completely on land, a noteworthy example being the 
torpedo testing station, known as the Batterie des 
Maures, illustrated in Fig. 14. Of late years also, the 
difficulty presented by the impossibility of bracing 
reinforced concrete piles and piers by ordinary methods 


of moulding and depositing concrete under water, has 
5—(1463D) 
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led to the employment of hollow cylinder piers 
prepared in advance on land, lowered into place, 
section by section, and connected up by filling concrete 
into the interior. The rigidity of piers so constructed 
is generally sufficient to obviate the need for suba- 
queous bracing. In cases, however, where such bracing 
is essential, it can be provided under the ingenious system 
patented by Messrs. Mouchel and Partners in the form 
of precast frames monolithically connected with sections 
of the cylinder piers (see Fig. 15), and the whole lowered 
into place. This method of executing subaqueous 
bracing work has been adopted in numerous marine 
structures with every success. 

Embankments of shingle or broken stone deposited 
under water may be converted into mass concrete by 
pumping liquid mortar, composed of Portland cement 
and sand, into the interstices by means of pipes let 
down from the surface of the water. 


CHAPTER VI 
MOULDS AND SHUTTERING 


As concrete is deposited in a semi-liquid or plastic state 
on the site of the work to be executed, some means 
must be provided by which it can be formed and 
maintained in place until the material has finally set 
or hardened in the required shape. 

The means necessary for this purpose vary widely, 
according to circumstances. For example, if it is 
desired merely to form a foundation bed in the ground, 
the concrete can be filled and rammed into an excavation 
the bottom and sides of which will suffice to retain the 
material, and to constitute the most simple form of 
mould. Again, where concrete has to be spread in the 
form of a slab upon the ground, or deposited in a mass 
above ground level, the surface of the earth can be 
utilized to support the concrete, but timber or metal 
shuttering, or some form of curb, must be provided along 
the edges so as to confine the material within required 
limits. Where the concrete has to be employed in 
more complex forms, such as columns, arches, beams, 
girders, trusses, framed structures and complete build- 
ings, bridges, reservoirs or ships, the temporary false- 
works or moulds for the reception and support of the 
concrete, until such time as it has set hard enough to 
carry its own weight, are of somewhat elaborate character 
according to the nature of the work tobe executed. This 
point is exemplified by Fig. 16, which shows part of the 
extensive timber work erected for the construction of 
a long range of two-storey dock sheds at Manchester. 
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The fundamental principle underlying the design 
of a mould, or connected series of moulds, for any con- 
crete structure is very simple, and merely involves the 
formation of a matrix capable of imparting the required 
shape to the concrete deposited therein, and of sustaining 
the concrete so long as it remains moist and soft. The 
realization of this elementary principle in everyday 
practice may be quite an easy matter for the merest 
beginner, or, on the other hand, a task calling for the 
aid of a designer with scientific training and much 
practical experience. 

Two courses are open for adoption in dealing with the 
design of moulds, shuttering, centring and other false- 
works for concrete and reinforced concrete construction. 
One is for the engineer or architect, as the case may 
be, to design all details, and the other is to leave every- 
thing in the hands of the contractor. The second of 
these two alternatives is almost universally followed, 
and there is certainly justification for the practice, 
because the falseworks are in reality contractors’ plant, 
and after having been employed on one contract, should 
be available for use on many succeeding contracts. 
If the timbering 1s designed and constructed so that 
it can be taken down with a minimum amount of inci- 
dental damage, the cost of the falseworks can be spread 
over several contracts, and the owner of the building or 
structure benefits accordingly. Of course, a serious 
responsibility falls upon the contractor in respect of 
safety, and in the design of falseworks for important 
works it is necessary that he should possess the necessary 
technical qualifications, or act under the advice of a 
qualified engineer. 

Timber used in the construction of moulds and shutter- 
ing should be properly seasoned, neither too dry nor 
too green. Trouble may arise in the former case from 
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excessive swelling under the influence of wet concrete, 
and in the latter case leaky joints may give trouble, 
especially if the timber is of a variety which is not 
readily affected by moisture. All joints in facing 
boards must be close enough to prevent leakage, 
for if this takes place cavities may be left in the 
concrete. 

Moulds and centring must be carefully aligned, and 
of rigidity sufficient to enable them to carry the wet 
concrete without suffering distortion. Struts and 
bracing must be applied to make the construction safe, 
and in open-air work, wind bracing is an important 
item. Considerable savings in timber and in the labour 
required for the erection and subsequent demolition of 
falseworks, can be effected by planning out all details 
beforehand in accordance with a well-considered scheme. 
As a rule, many of the moulds for beams, columns and 
other structural elements can be used repeatedly in 
different parts of the same contract, and if constructed 
so that they can be taken down without injury they are 
usually available, with suitable modifications, for 
succeeding contracts. 

Nails should be sparingly used. It may not be easy 
to persuade an ordinary carpenter that wedges and 
clamps will hold the sides of a mould together entirely 
without nailing. But the effort deserves to be made, 
and in places where nails are really necessary they should 
not be driven quite home, but left with the head pro- 
jecting slightly, so that the nails can be drawn without 
the need for damaging the surrounding wood. 

In buildings of several storeys, two or three sets 
of moulds enable the contractor to carry out his work 
with economy and despatch, as the timbering first used 
can be taken down as soon as the concrete has hardened 
sufficiently, and then erected at a higher level while 


MOULDS AND SHUTTERING 61 


intermediate sections of the concrete are setting in 
duplicate sets of moulds. 

In order to facilitate the removal of timber from 
the surface of the concrete, the moulds are generally 
treated inside with oil, soft soap, or a coat of white 
wash, and before any concrete is deposited, care should 
be taken to clear away all sawdust, chips or other debris. 

Moulds for columns should be built with at least 
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Fic. 17. MOULD FOR COLUMNS 


one side open from bottom to top, as in Fig. 17, in order 
that the concrete may be deposited in successive layers 
and the opening filled in board by board, as successive 
layers are added. An alternative method is to form 
she moulds with corner posts, and to fill in the sides ‘with 
thort boards as the work advances. This method 
permits the concrete to be rammed more effectively, 
and enables one to remove all the side boards after 
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the concrete has partially set, leaving the corner posts 
in position for supporting the weight of the falseworks 
and materials above. In this way the face of the 
concrete is exposed all round at a comparatively early 
period, and the process of hardening is correspondingly 
expedited. Column moulds are sometimes made with 
all sides fixed in place, a mode of construction which 
involves the use of a very wet mixture of concrete. 
Apart from the risk that shavings, pieces of wood and 





Fic. 18. MOULD FOR BEAMS 


refuse may be dropped into such moulds and escape 
detection, there is always a tendency for concrete 
poured in at the top of a long closed mould to become 
disintegrated, the lower part containing an undue 
proportion of large pieces of aggregate, and the top 
part consisting chiefly of cement, sand, and the finer 
particles of aggregate. Further, as nothing is possible 
in the way of tamping, the concrete poured in at the 
top cannot be freed effectively from air bubbles, and 
consequently is apt to be more or less porous. 

Beam moulds, Fig. 18, are virtually open troughs 
of predetermined dimensions, set up between column 
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moulds where columns are employed as supports. 
The sides of the moulds should be attached in such 
manner that they can be taken away, when the concrete 
has partially set, without disturbing the bottom of the 
moulds. In this way the concrete can be exposed to 
the air as soon as the cement has set sufficiently to hold 
the mixture together, and the process of setting is 
thereby hastened. The sides should be clamped at 
intervals so that they may not be pushed outwards by 
the moist concrete, and the bottom of the moulds must 
be supported so as to guard against deflection under 
the weight of the material contained. The posts or 
struts placed under the moulds should be provided with 
wedges are the top and bottom for convenience in 
erecting and striking the supports, as well as for the 
purpose of testing the ability of the construction to 
bear its own weight without appreciable deflection 
before the struts are finally taken away. 

Floor centring consists of boards laid between the 
beam moulds, stiffened by bearers, and properly sup- 
ported by struts wedged in place, as in the case of 
beam moulds. 

Walls of various kinds including boundary walls, 
the walls of buildings, retaining walls, sea walls, and 
others, are moulded between shuttering, attached to 
suitable framework and built up on both sides as the 
work progresses ; or one side can be completed first 
and the other side built up concurrently with the 
deposition of the concrete. Walls are sometimes built 
by the aid of movable moulds, having either bolts or 
clamps permitting them to be secured to the upper part 
of the last wall section completed, and moved upwards 
after each section is concreted until the wall has reached 
the desired height. Part of a wall mould of this type 
is represented in Fig. 19. 
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The timbering required for the construction of 
concrete dams, domes, bridges, and other works of 
monumental proportions is generally of complex nature, 
and frequently has to support enormous loads for 





Fic 19. MOULD FOR WALLS 


considerable periods, particularly in the case of 
important highway and railway bridges. 

Some idea of the work involved in the erection of a 
staging and moulds for such structures may be gathered 
from Fig. 20, which shows the falseworks for the 
Risorgimento Bridge, Rome, with an arch span of 330 ft, 
between the abutments. 
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In concrete shipbuilding, again, the temporary frame- 
work and shuttering, erected before any concrete is 
put into place, virtually constitutes a full-size model 
of the vessel to be built, so far as the outer skin of the 
hull is concerned, as in Fig. 21, which shows the exterior 
shuttering and the moulds for the transverse frames in 
a 1,000 ton barge built at Greenock for the Admiralty. 
The shuttering faithfully reproduces the external form 
of the hull, and the inner sheath of shuttering is built 
up simultaneously with the deposition of the concrete. 





Fic. 21 SHUTTERING FOR 1000-TON BARGE 


Timber is the material principally used in this country 
for the construction of moulds and shuttering for 
concrete. Steel moulds are largely employed in the 
United States and elsewhere, one great advantage 
secured being the superior nature of the surface finish, 
and another the greater durability of the falseworks. 
It is worthy of note that an entirely new system of metal 
shuttering for reinforced concrete work has been intro- 
duced, under the name of ‘‘ Metaforms,” into the United 
Kingdom. In this system, the moulds are built up of 
standard sized plates of graduated dimensions made 
of a special non-corrosive iron, various special plates 
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being supplied for inside and outside corners, also a 
type of hinged corner connection so that offsets can be 
made at any given angle. Iron clamps are rivetted at 
one side of each plate and connection, so that firm, 
immovable joints can be secured. Standard stay rods 
are supplied to keep the inside and outside series of 
plates at the required distance apart. These iron moulds 
have been used extensively in America for several years 
in the construction of large buildings, grain silos, water 
reservoirs, circular tanks, boiler chimneys, and many 
other classes of construction. Bearing in mind the high 
price of timber and the relatively short life of that 
material in the form of moulds for concrete, it is probable 
that iron or steel moulds and shuttering would enable 
contractors to effect considerable savings, even after 
allowing for their higher initial cost. 

While failures of concrete work, whether plain or 
reinforced, are extremely rare after construction has 
been completed, many collapses have occurred, chiefly 
in America and on the Continent, owing to premature 
and unskilful removal of moulds and falseworks generally. 
Some batches of concrete occasionally require an abnor- 
mal space of time for setting, owing to special local 
conditions, and in exceptional cases it has been found 
unsafe to remove the moulds and strike the centring 
for several months after the work of concreting has been 
finished. 

No fixed rules can be laid down concerning the length 
of time that should be allowed to elapse after concrete 
has been deposited for proper hardening of the material, 
as so much depends upon the nature of the work and 
the conditions under which it has been executed. If 
the atmosphere is damp, and the weather is rainy and 
cold, setting of the concrete will necessarily be a slow 
process, and it will be still slower where thick masses of 
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concrete are involved, because the heart of the material 
is Shielded from the seasoning action of the surrounding 
air, 

In summer time, the centring can generally be removed 
from floors after a couple of weeks’ time, providing 
the beams are adequately strutted. So far as beams 
are concerned, the side boards of the moulds should 
be taken away as soon as the concrete has set sufficiently 
to hold together, leaving the bottom boards and struts 
in position for not less than three weeks, or longer if 
the concrete sets more slowly than usual]. In the case 
of wall panels which have no weight to carry, the side 
shuttering can usually be removed after the lapse of 
four or five days in summer, and after about ten days 
in winter, providing the setting of the concrete is not 
delayed by weather conditions or other causes. The 
sides of column moulds may be removed after seven 
days in average circumstances, providing the corner 
posts are capable of relieving the columns from any 
superimposed loading. 

The removal of moulds, shuttering and struts should 
always be performed by a staff of specially trained men. 
Care must be taken to conduct the work so as to avoid 
shock or vibration calculated to injure the newly laid 
concrete, and to make sure that the timber is not dam- 
aged so as to render it unsuitable for employment on 
subsequent contracts. Finally, no moulds, centring, 
shuttering, or struts, should be removed without the 
direct authority of the engineer-in-charge, or the clerk 
of works, and the work of removal should be conducted 
under competent supervision. 

In concluding this chapter, it may be mentioned that 
the high cost of constructing, erecting and demolish- 
ing timber and other moulds and shuttering, has led 
to various alternative methods of executing certain 
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classes of concrete work. Several types of flooring have 
been devised, consisting of hollow tubes, moulded in 
advance, which can be readily and economically sup- 
ported in position and connected by thin beams of rein- 
forced concrete, the narrow boards supporting the 
successive rows of tubes, and the sides of the tubes 
themselves, forming moulds for the concrete. Another 
method proposed with the object of simplifying false- 
works in building construction consists in the use of 
precast girders and beams, thoroughly seasoned before 
being hoisted and adjusted in position. The only 
drawback to this method is the great weight of the 
members to be sohandled. Another idea which has been 
widely adopted in building construction, and to some 
extent in concrete shipbuilding, is to make use of self- 
centring reinforcement to which the concréte is applied 
by plastering. Concrete blocks and slabs are also very 
extensively used in wall and partition wall construction, 
and several forms of reinforced concrete slab walls have 
been introduced within recent years in order to avoid 
the need for the customary timber or metal shuttering. 


CHAPTER Vil 
SURFACE TREATMENT OF CONCRETE 


For many years architects have been trying to evolve 
a new style of architecture, and the search has certainly 
been encouraged by the development of concrete 
construction throughout the entire world. 

Up to the present date, however, it may be said that, 
with a few notable exceptions, the most successful 
attempts in the way of appropriate architectural design 
for concrete structures have been made by engineers, 
who are sometimes characterized as a class paying very 
little attention to, and unqualified by training for, the 
production of artistic work. It is an undoubted fact, 
however, that many fine buildings, bridges, water towers, 
and other important concrete structures in all parts of 
the world have been designed by engineers in such a 
way as to comply satisfactorily with the canons of art— 
a result directly attributable to the absence of any 
straining after effect, and to the simple revelation of 
the actual construction and material employed. 

On the other hand, most of the buildings in which 
architects have made use of concrete and reinforced 
concrete are artistic failures, either because a monolithic 
material is wrongly applied as an unconvincing imitation 
of cut stone, or is covered by a veneer of other material 
hiding the true nature of the construction and suggesting 
something else which has no existence. A notable 
exception for which much credit is due to the architects, 
Messrs. Salmon Son & Gillespie, of Glasgow, is illustrated 
in Fig. 22. The building in question is constructed 
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throughout in reinforced concrete. No attempt was 
made to hide the true meaning of the structural features 
or the nature of the material either outside or inside. 

No doubt the architectural shams which are so 
widely used to hide concrete construction do not 
differ essentially from those commonly used for many 
generations to veil the ugliness of inferior brickwork. 
Nevertheless, the antiquity of what is inherently bad 
does not convert it into something good, although long 
familiarity may perhaps lead to its acceptance without 
protest. In any event, however, the common practice 
of disguising concrete in a fancy dress of masonry is one 
reason why modern architects have not hitherto felt 
so strongly as could be desired the need of means for the 
appropriate expression of concrete construction. An- 
other reason may probably be found in the drab and 
uninteresting appearance of concrete as ordinarily 
produced. Therefore, it is highly desirable that im- 
proved methods of surface treatment should be adopted 
with the object of fitting concrete to take rank with 
other structural materials in the exterior surfaces, as 
well as in the interior economy of buildings. 

The irregular surface, uneven texture, and discoloured 
appearances of concrete may be due to one or more of 
several causes. The boards entering into the construc- 
tion of moulds and shuttering generally imprint knot 
and grain marks with exaggerated fidelity on the face 
of the concrete ; flaws, cracks, and the joints between 
the boards being reproduced even more strongly by 
ridges of cement or mortar. Careless or hurried depo- 
sition and the lack of proper tamping or spading after 
deposition may lead to cavities ; badly mixed concrete 
may be evidenced by an outcrop of pebbles or fragments 
of aggregate in conspicuous places. The use of dirty 
moulds and shuttering may result in discoloration of 
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the work, while efflorescence and surface cracks are 
frequently in evidence. Even where blemishes and 
defects of the kind enumerated do not occur, the general 
tint of the finished concrete may be, and generally is, 
of somewhat depressing character. 

Taking the foregoing points seriatim, we will now 
consider briefly the best means of effecting improvements. 
Marks caused by the grain of the wood in the moulds 
can be reduced to a minimum by a liberal interior 
coating of thick oil against which fine sand is blown. 
Joint marks and cracks in the wood are best guarded 
against by clay or mortar filling, or by pasting strips 
of paper or cloth over the gaps. Cavities in the finished 
surface can obviously be avoided by careful workman- 
ship, and concrete of irregular composition by greater 
attention to the operation of mixing. Discoloured 
surfaces should not occur where the moulds are properly 
cleansed before use. Efflorescence is a purely super- 
ficial blemish, due to the absorption of carbonic acid 
gas from the air by calcium hydrate which sometimes 
finds its way to the surface while the concrete is in pro- 
cess of setting. Where efflorescence occurs, it can be 
removed by washing with plain water, or by diluted 
hydrochloric acid The fine hair cracks which some- 
times appear on the surface of concrete, chiefly occur 
in the case of wet mixtures, the reason being that in 
wet concrece some of the finest particles of the cement 
are carried to the surface, this very fine skin of cement 
tending to crack on exposure. A similar result is often 
found in finely trowelled surfaces. As such hair cracks 
are only skin deep they can be removed by brushing 
the surface or washing it with a weak solution of 
hydrochloric acid. The depressing hue of concrete 
can be modified by the use of coloured aggregate and 
sand, by the addition of colouring material to a facing 


74 CONCRETE AND REINFORCED CONCRETE 


layer of fine concrete, or by the application of a suitable 
wash or paint. 

If concrete is correctly proportioned, thoroughly 
mixed, and carefully deposited and tamped into well 
made moulds, the exterior surface can be brought to a 
fine and satisfactory finish by rubbing it down and 
applying thick cement grout with a brush, or lightly 
skimming the surface with cement mortar. This is 
preferable to ordinary rendering, because the latter is 
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very apt to flake off in process of time owing to the 
impossibility of obtaining a really effective bond 
between the body of the concrete and the applied layer 
of mortar. Apart from this practical disadvantage, 
stucco finishes of very pleasing appearance can be 
produced. White Portland cement, a variety rarely 
employed in this country, can be used with beautiful 
effects in conjunction with white sand, or crushed 
marble. Various delicate tints are obtainable by the 
aid of coloured sands, or by the admixture of pigments 
with the cement. Stucco can be applied so as to give 
a smooth surface by floats made of timber, a still smoother 
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surface being obtained by the use of a steel trowel or a 
wooden float covered with felt. One of the most 
popular finishes is that known as rough-casi, the mortar 
being applied by dipping a broom into the wet mixture, 
and jerking the mortar against the wall. A good, and 
somewhat unusual, effect can be obtained by using 
white mortar instead of the ordinary mixture. A 
variation of this finish 1s obtained by throwing the mortar 
against the surface by means of a trowel—an operation 
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requiring considerable skill for the attainment of 
satisfactory results. Pebble-dash is another variety 
of rough-cast, and as the description implies, it is 
executed by throwing small stones into a soft coat 
of mortar laid on the surface to be treated. Two 
illustrations of stucco treatment are given in Fig. 23. 
Concrete floor surfaces of agreeable appearance can 
be obtained by rolling granite or marble chips, or such 
fragments of any appropriate stone into the moist 
concrete (see Fig. 24), the result being a form of mosaic 
work capable of many variations, and lending itself 
admirably to the realization of colour schemes. 
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Where it is desired to impart a pleasing tint to concrete 
surfaces, water paints can be used with satisfactory 
results, even if the concrete is not perfectly dry. Oil 
paint applied to concrete will be destroyed, unless 
precautions are taken to prevent the oil from coming 
into contact with free lime from the cement. With 
this object in view, the surface of the concrete should 
be neutralized by the application of diluted sulphuric 
acid (1 part of acid to 100 parts of water). The acid 
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has the effect of converting any free lime present into 
gypsum. After allowing time for the required chemical 
reaction, the surface is washed and allowed to dry 
before the application of paint. An alternative treat- 
ment is to apply a wash of zinc sulphate, in the form 
of a 1:5 solution, which produces a film of gypsum 
and zinc white of harmless character in relation to oil 
in the paint. 

All the methods of treatment so far discussed relate 
to improvement of the surface, either by special care in 
the preparation and deposition of the concrete or by 
coatings of one kind or another applied after the moulds 
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or shuttering have been removed. We will next deal 
briefly with methods of treatment involving removal 
of the exterior skin of the concrete. The outer film 
of cement or of cement and fine sand can be removed 
mechanically or by means of chemicals, leaving bare 
the particles of aggregate and the layer particles of 
the sand. The colour of the sand will naturally influ- 
ence the tone and texture of the finished work, and if 
dark, it will give a pleasant tint, which may harmonize 
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or contrast well with that of the aggregate Ifa uniform 
tone is desired throughout crushed stone of the same 
variety as that used for aggregate should be used 
instead of sand Fig. 25 represents part of a panel with 
moulded key border and treated by acid to remove the 
outer film of cement. 

A bold effect can be obtained by laying the aggregate 
quite bare, and almost any required tone can then be 
secured by the employment of selected varieties of 
stone. An example of treatment in this way is repre- 
sented in Fig, 26. Numerous kinds of hard stone are 
available, possessing rich colours, capable of being used 
with highly artistic effects either separately or in 
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combination. If architects who at present regard 
concrete as unworthy of use without a casing of brick, 
terra-cotta or masonry, would try a few practical 
experiments with concrete of natural rock surface, it 
is probable that their views on the question of the 
aesthetic possibilities of concrete would undergo radical 
alteration. 

One great incidental advantage of methods involving 
removal of the cement film from the concrete is that the 
customary and almost unavoidable imprint of joints 
and grains from the timber moulds is completely swept 
away. By the use of a hand pick with a series of points, 
the outer surface of cement and sand can readily be 
removed, so as tg expose the stone in the main body 
of concrete, the resulting texture varying with the hard- 
ness of the material and the direction of the blows given. 
Thus, when the concrete has not fully hardened, the 
thickness removed by the pick is relatively great, and 
some pieces of aggregate are apt to be chipped out, 
while harder concrete conduces to finer and more uniform 
texture. Again, perpendicular blows leave no percep- 
tible marks on the surface, and oblique blows cause 
diagonal tool marks, the directions of which can be 
varied at pleasure. 

A more frequent and generally preferable method is 
to wash off the outer film of cement or mortar by bristle 
or wire brushes, while the material is still soft, using a 
sufficient quantity of water. In this way the aggregates 
come out clean and bright, the result being very effective 
where coloured stone is employed. 

The use of dilute hydrochloric acid and sulphuric 
acid, either separately or mixed together, assists the 
process of washing away the cement, but all traces 
of acid must be washed away afterwards to prevent 
permanent discolouration. It should be noted that 
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concrete which has fully set cannot be treated econ- 
omically or satisfactorily either by scrubbing or by 
acid. 

By rubbing down the surface with a piece of stone, 
using sand and water also, the outer film can be removed, 
and where the aggregate is of soft stone, the resultant 
surface has a terrazzo finish. 

On works of sufficient magnitude to justify the 
installation of the necessary plant, the sand blast can 
be employed more effectively than chipping, scrubbing, 
or washing with acid for exposure of the aggregate. 

In the design of large buildings and structures such 
as grain silos, water reservoirs and others where large 
unbroken surfaces would be dreary and monotonous, 
dignified and pleasing effects can be obtained by the 
introduction of pilasters, string courses, cornices, and 
panels, as well as by variations in the surface finish of 
the different architectural details. 

Fig. 27 shows a factory building at Hartford, U.S%A., 
illustrating the artistic possibilities of concrete work. 
The building was constructed entirely in reinforced 
concrete, with the exception of the parapet and some 
brick curtain walls. The wide pilasters at the corners 
were tooled by hand picks, other exterior surfaces having 
been rubbed down with wood floats to remove grain 
and joint marks as soon as the shuttering was removed, 
and afterwards rubbed with carborundum and water. 
The entrance porch, at the right-hand of the view, and 
the parapet, were built up of precast blocks, and the 
window sills were moulded in place. Special aggregates 
were not selected in this case to secure colour or texture, 
the general excellence of the finished work being due to 
uniform mixing of the concrete, expert moulding, and 
careful rubbing down. The colour and texture of the 
rubbed surfaces are described as closely resembling 
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sawn and rubbed limestone, while the tooled surfaces 
are of bluish tint owing to the exposure of the trap 
rock used as aggregate. The treatment of this building 
illustrates an entirely legitimate application of concrete 
in architectural design, and shows that concrete is quite 
worthy of consideration as a material for exterior 
surfaces 

Concrete surfaces, both in exterior and in interior 
work, can be appropriately decorated by carving, which 
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is best carried out before the material has thoroughly 
set. As soon as the concrete has hardened sufficiently 
to carry its own weight the shuttering is removed, and 
the required design can be readily carved out with 
steel tools. Decorative bands and panels of glazed 
or unglazed tiles constitute a ready and particularly 
effective means of relieving concrete surfaces in domestic 
architecture. On the Continent and in America, tiles 
have been extensively used for the enrichment of 
concrete. The rough texture of the material blends 
admirably with deeply coloured tiles, which can be 
obtained in sizes, shapes and colours affording wide 
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scope to the architect who is willing to experiment in 
this comparatively unfamiliar and fascinating branch 
of artistic work. The tiles can be employed for the 
entirely legitimate purpose of emphasizing the lines of 
the actual construction, while at the same time converting 
the monotony of the concrete surface into an effective 
base for almost any suitable colour scheme. Fig. 28 
is an exterior view of a concrete residence erected in 
Pennsylvania from the designs of Mr. Oliver R. Parry, 
a New York architect. In this building, the colour 
treatment of the exterior embodies pure white walls 
relieved by tiles in different tones of rec; copings, 
chimneys, and other architectural features being 
emphasized by bricks and tiles of “old time’”’ finish. 
The walls and floors of the interior are tastefully relieved 
and decorated by vitrified tiles, the general effect of 
the scheme being distinctly pleasing. 


CHAPTER VIII 
CONCRETE BLOCKS AND MOULDED PRODUCTS 


THE production of concrete blocks for building purposes 
has been developed to an enormous extent during recent 
years, such blocks forming an excellent substitute for 
brick and stone, if carefully made and properly used. 
As the penetration of moisture is the main disadvantage 
of concrete blocks, the general aim in the present day 
is to produce walls containing air chambers tending 
to prevent moisture from reaching the interior face of 
the construction. The air chambers, usually provided 
by means of hollow blocks, also have the effect of 
maintaining the interior of the building at an equable 
temperature. 

Building blocks are either composed of sand and 
cement, or of concrete in which the aggregate is limited 
to about 4 in. gauge, owing to the narrowness of the 
spaces in the moulds. Porous and otherwise unsat- 
isfactory blocks made with unsuitable materials by 
inexperienced persons have been responsible for many 
complaints, the recurrence of which can only be avoided 
by scrupulous attention to the preparation of the 
concrete and its subsequent manipulation. 

Building blocks can be made by the dry or the wet 
process. In the former, only enough water is used to 
give the concrete the consistency of damp earth, so 
that the mould of the block-making machine can be 
removed directly the concrete has been tamped. In the 
latter, sufficient water is used to produce a semi-fluid 
mixture, which must be allowed to remain in the mould 
until it has hardened. 
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If the mixture is too dry, or insufficiently tamped, the 
blocks will be weak, and apt to crumble, however well 
they may be seasoned after the pracess of moulding. 
A wet mixture produces stronger and denser blocks, but 
causes delay and inconvenience, Therefore, the dry 
process is almost universally adopted. 

Concrete blocks are generally produced either as 
one-ftece blocks, each with one or more air spaces, and 
extending from face to face of the wall to be built, or 
as two-piece blocks, one half forming the face, and the 
other half forming the back of the wall. The two 
halves overlap so as to give a good bond, and provide 
interior space for air. Both varieties are made in 
different shapes and sizes, the standard dimensions being 
32 in. long by 9 in. wide by 9 in. thick. 

Block-making machines are produced in great variety, 
and new types are constantly making their appearance, 
each with some special claim to recognition. The four 
principal classes comprise—machines with vertical 
face-plate, machines with horizontal face-plate, machines 
for wet concrete, and machines for two-piece blocks. 

Machines with vertical face-plates have removable 
hinged sides, and upright cores. After being tamped, 
the blocks, made under the dry process, are removed 
on iron pallets. In some machines the mould is rotated 
and the block turned out on a piece of board, in others 
the mould is lifted bodily from the block. Other 
machines are fitted with devices for raising and lowering 
the cores, and in others, again, the cores are stationary 
and the bottom and sides of the moulds are removable. 
Machines of this class are not convenient for making 
blocks with a facing of special concrete, as a vertical 
partition has to be used, and great care must be taken 
in bonding the two kinds of concrete. 

Machines with horizontal face-plates are operated 
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by fillmg in and tamping the facing mixture, sliding 
in the cores, then continuing the filling and tamping 
processes, and finally removing the block by rotating 
the mould. 

Machines for making blocks from wet concrete are 
provided with a number of sheet metal moulds, which 
can be removed so that the blocks may remain in them 
until hardened. 

Machines for the production of two-piece blocks are 
generally provided with arrangements for the applica- 
tion of mechanical or hydraulic pressure. The concrete 
is deposited in the mould, tamped by pressure, and 
immediately released. A facing layer can be formed 
by forming a space of about ? in. in front of the concrete 
deposited, and filling this with special concrete, or mortar. 
The whole is then pressed, giving a good bond between 
the two kinds of material, and since the pressure is 
applied to the face of the block an excellent surface 
finish is obtained. 

The seasoning of blocks is a most important matter. 
Blocks should be protected from the sun and from dry 
winds, and kept wet so that the cement may have the 
amount of water necessary for the process of crystalliza- 
tion which is essential to the proper setting of the 
material. The blocks should be kept wet for at least 
ten days, and not used for building work until they are 
from 30 to 60 days of age. 

Angle blocks for the corners of walls and all blocks 
of special form can quite easily be produced by the aid 
of suitable moulds. The surface finish of blocks is 
capable of infinite variation. Among the finishes 
generally adopted by makers of block machines are— 
corrugated, panelled, rock, and smooth faces. Any 
desired colour can be given to the surface by mixing 
suitable pigments with the cement, and a white surface 
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can be obtained by using white Portland cement with 
white marble screenings in place of ordinary sand. 

Apart from defects such as result from inferior 
concrete, poor workmanship in moulding and inadequate 
seasoning, the greatest objections to concrete blocks 
are the adoption of surface finishes constituting imita- 
tions of natural stone, and the unpleasing appearance 
of work executed with blocks pretending to be stones 
of rigidly fixed dimensions with a dreary uniformity 
of appearance throughout. 

Brick manufacturers have never attempted to make 
their product look like anything but brick which, in 
consequence, has become a recognized building material 
used freely without masquerading as something else. 

Concrete blocks makers would do well to follow this 
example, and to give up all attempts to produce more 
or less feeble and objectionable imitations of dressed stone. 

In addition to its use in the form of building blocks, 
concrete is now employed very extensively in the pro- 
duction of bricks, partition slabs, roofing tiles, drain 
pipes, window sills, lintels, and miscellaneous architec- 
tural details, most of these being moulded either in 
machines of the kind used for making blocks or in 
machines of similar character. 

Other moulded products include architectural details, 
garden furniture, fountains, vases, pergolas, water 
pipes, gate and fence posts, telegraph post, electric 
light standards, and many others serving to illustrate 
the artistic possibilities of concrete, as well as its 
acknowledged utility. 

A bold example of statuary is illustrated in Fig. 29, 
this being reproduced from a photograph of the statute 
of St. Joseph, at Espaly, a fine piece of moulded work 
in reinforced concrete from the model of M. Besquet, 
the well-known French sculptor, 





Fic. 29. STATUE OF ST. JOSEPH, AT ESPALY 
7—(1463p) 





Fic. 30. MOULDED CONCRETE WORK 
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Fig. 30 shows the adaptability of moulded concrete 
to ornamental work, the actual effects obtained having 
been enhanced by different methods of colour treatment. 
The main feature of the design is the Byzantine panel 
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Fic, 32. CHURCH OF THE BLESSED SACRAMENT, 
NEW YORK 


of white Portland cement and marble sand. The 
surface film of cement was washed away by an acid 
solution to show the sparkle of the marble, and the 
panel was dipped into a solution of sulphate of iron to 
give the warm tone of old Italian marble. 

Fig. 31 shows the employment of moulded concrete 
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for the delicate wrought details of the main entrance 
to a school building in the United States, in accordance 
with the design of Mr. W. E. Weeks, a San Francisco 
architect. 

Fig. 32 is from a photograph of the west front of the 
church of the Blessed Sacrament, New York, an archi- 
tectural masterpiece executed entirely in precast 
concrete units, 

In applying concrete to ornamental work, the greatest 
care must be taken in the selection of the materials. 
The cement must be of the best quality and thoroughly 
sound, in order that sharp edges and details may be 
permanent. The sand must be quite clean, particularly 
if the concrete is to be coloured by the incorporation of 
pigments. The aggregate should be chosen with the 
desired effect in view. To obviate the dull and mono- 
tonous appearance of cement surfaces, the exterior of 
the objects moulded can be treated with advantage in 
accordance with one or other of the methods discussed 
in the preceding chapter 


CHAPTER Ix 
PHYSICAL PROPERTIES OF CONCRETE 


THE strength and other physical properties of concrete 
are affected to a very important extent by various 
factors chief among which are those in the following 
groups—(1) The quality and quantity of cement. (2) 
The quality, proportions, and grading of the sand and 
aggregate. (3) The consistency, density, mixing, depo- 
sition and tamping of the material, and the conditions 
under which the process of hardening or seasoning 
takes place. 

In view of the numerous factors involved, it is evident 
that the strength of concrete is by no means a fixed 
quantity, and that a definite standard of strength cannot 
be laid down even for concretes of nominally equal 
composition. Therefore in these respects concrete 
differs essentially from structural materials, such as 
steel, for instance, which is prepared by manufacturing 
processes so exactly regulated as to enable steel of any 
particular grade to be produced of remarkably uniform 
quality. 

It is not fair, however, to compare concrete with steel 
in this way. For one thing, concrete as employed in 
achitectural and engineering practice only appears in 
the finished structure, and has no previous existence as 
a manufactured product, except where precast members 
are used. The cement has such a previous existence, 
and is turned out by processes which give results as 
uniform as those employed in steel manufacture. The 
other constituents of concrete—water, sand and 
aggregate—are also obtainable in uniform qualities. 
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Consequently the variations which occur in the strength 
and other physical properties of concrete may properly 
be regarded as the direct results of operations forming 
part of the work of actual construction and of the 
conditions prevailing while such work is in progress. 

We cannot fairly compare concrete in any manufac- 
tured form, such as a finished structure or part of a 
structure, with steel bars or structural sections as turned 
out from the rolling-mill. To make an equitable com- 
parison steel must also be considered as it exists in the 
form of steelwork, after the rolled bars or sections have 
been cut, riveted, welded, or otherwise treated in the 
workshop or on the site, and when the work of erection 
and construction has been finally completed. It will 
then be found that the practical strength of structural 
steelwork is subject to variations which are probably 
as far-reaching in their results as those occurring in 
the application of concrete to structural work. 

Having made these preliminary remarks with the 
object of doing justice to concrete, we will now consider 
briefly the effects of various factors on the strength and 
properties of the material. 

Effects of Proportion of Cement. In a general way 
the compressive strength of concrete varies with the 
proportion of cement per unit volume of the concrete. 
In illustration of this point we may quote the results 
of tests conducted by Messrs. W. B. Fuller and Sanford 
E. Thompson, at Jerome Park, U.S.A., and expressed 
for different percentages of cement as follows, the 
compressive strength of the mixture containing 8 per 
cent of cement being taken at unity. 


Percentage of Cement 8 10 12°5 15 
Relative compressive 

strength at 140 days | 1 1°25 1°25 19 
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In these tesis the density of the concrete was prac- 
tically constant, and the samples of concrete were of 
similar quality apart from the percentage of cement 
employed. 

Effects of Size and Quality of Aggregates. Providing 
the aggregate is well graded, the density and strength 
of concrete generally increases with the size of the largest 
fragments, and the percentage of cement required 
decreases as the size of the largest fragments increases. 
The advantages to be obtained thus are confined to 
plain concrete work, because in reinforced concrete 
construction the aggregate must be fine enough to allow 
the concrete to pass between the bars or meshwork 
employed as reinforcement. 

Aggregates of low compressive strength, such as 
soft varieties of stone, brick, cinder and some kinds 
of slag, necessarily yield weak concrete. The hardest 
and toughest qualities of rock generally produce con- 
crete which is somewhat stronger than gravel concrete, 
but in average practice the difference between stone 
and gravel concrete is scarcely worth consideration. 
Gravel concrete is frequently preferred because the 
ageregate usually contains a smaller percentage of voids 
than broken stone, because the rounded pebbles slide 
better into place than angular fragments of stone, and 
because the resulting concrete is generally more 
impermeable than stone concrete. 


Kind of aggregate Relative strength 
Granite and Trap 1°00 
Gravel, Hard Limestone and. 

Hard Sandstone : , 0°90 
Soft Limestone and Soft 

Sandstone : ; 0°67 
Cinder and other weak 


materials : : 0°25 
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As an approximate guide to the relative strength of 
concrete made with different kinds of aggregate the 
table given on page 93 may be of interest, the strength 
of granite and trap concrete being taken at unity. 

Effects of Consistency. So far as compressive strength, 
density and impermeability are concerned, the best 
results are obtained by mixing concrete with just 
sufficient water to make a mixture capable of flowing 
slowly in the moulds or shuttering. Dry mixtures 
develop greater strength than moderately wet mixtures 
at the outset, but after some five or six months have 
elapsed moderately wet mixtures attain superior 
strength. In the case of dry mixtures, it is difficult 
to obtain concrete of uniform consistency and to obviate 
voids. On the other hand, in very wet mixtures the 
cement and fine sand are apt to be carried away from 
the coarser sand and particles of aggregate, and the 
resulting concrete is weaker than that given by dry or 
moderately wet mixtures. Another disadvantage 
attending the use of very wet mixtures is that some of 
the cement is decomposed giving rise to a light coloured 
substance termed ‘“‘laitance,’’ which comes to the 
surface and, having no cementitious value, simply 
represents a loss of cement and strength. 

Effects of Mixing. The consistency, or at any rate 
the workability, of concrete is affected by the thorough- 
ness with which the materials are mixed, as well as by 
the actual amount of water used. Thorough mixing 
also has a very marked effect upon the strength of 
concrete. While good results can be obtained either 
by hand mixing or by mixing in a machine, it is difficult 
to get the work done properly by hand. The materials 
have to be turned over and over very thoroughly ; 
the shovels must find their way down to the mixing 
boards and the mixture must be picked up from the 


PHYSICAL PROPERTIES OF CONCRETE 95 


very bottom, so that all the ingredients shall have a 
chance of being evenly distributed and mingled. This 
is hard work, and the men engaged upon it are only too 
ready to think their task is ended when in reality it 
may be only about halfway through. Machine mixing 
is always to be preferred for the reason that the work 
is more thoroughly done, and the resulting concrete 
is stronger than concrete of the same kind mixed by 
hand. If the machine is properly designed, and there 
is no difficulty in obtaining one that will comply with 
this requirement, every part of the mixture gets its 
proper share of treatment, whereas in hand mixing 
it may easily happen that some proportion of the 
ingredients may be missed by the workman’s shovel. 

Even if the machine is worked by hand, the whole 
of the materials must come in for their share of treatment 
and it is easy to ensure good results by seeing that the 
operation is continued for a sufficient length of time. 
The work of turning a handle or flywheel is obviously 
less laborious than shovelling, and when the mixer is 
operated by power there is not the slightest inducement 
for the man in charge to shorten the mixing period. 

Tests conducted some years ago at the Watertown 
Arsenal, U.S.A., on hand and machine mixed concrete 
showed an average advantage of 11 per cent in favour 
of machine mixing, the basis of comparison being the 
compressive strength of test specimens made from the 
various batches of concrete mixed. Another series 
of tests at Watertown Arsenal indicated an advantage 
of more than 25 per cent in favour of machine mixing, 
while tests carried out at the University of Illinois on 
an extensive scale gave results showing that the average 
compressive strength of machine-mixed concrete was 
nearly 28 per cent greater than that of similar concrete 
mixed by hand. 
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On large contracts, machine mixing is adopted as 4 
matter of course owing to its convenience and economy. 
On small contracts, hand mixing is generally more 
economical. In some cases, where working space is of 
very limited extent, the contractor has no choice in the 
matter and must perforce adopt hand mixing. In order 
to compensate for the lower strength of hand-mixed 
concrete it is well to increase the proportion of cement 
by from 10 to 15 per cent. 

Effects of Handling. Unless concrete is used while 
quite fresh, that is to say before the cement has begun 
to set, and while the materials remain perfectly mixed, 
the strength of the concrete may be seriously impaired. 
The reasons are: (1) that the handling of concrete 
which has commenced to set has the effect of breaking up 
the crystals already formed and of reducing the inter- 
locking of the crystalline structures, and (2) that if 
the constituents of the concrete have begun to separate 
before use, some portions will have an excess of aggregate 
or sand and other portions will have an excess of cement. 
Any such irregularity of distribution must involve the 
formation of areas or planes of weakness which may 
conceivably give rise either to excessive strain or to 
failure of a structure in which the concrete is used. 

The strength of concrete is also influenced by the 
manner in which the material is deposited and tamped 
in the shuttering or moulds, and by the conditions 
prevailing while the process of hardening or seasoning 
is going on. The strength of concrete is increased by 
thorough consolidation in the intervals occurring 
between the deposition of successive layers of material. 

Concrete seasoned in air should be kept moist, espec- 
ially in hot and dry weather, for the reason that moisture 
is conducive to the process of crystallization ,and therefore 
tends to promote increased strength. An excess of 
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water is to be avoided either during mixing or after 
deposition of the concrete, because it reduces the strength 
of the concrete and may give nse to the formation of 
the inert substance known as “ laitance.” The latter is 
often liberated from concrete deposited under water, and 
wherever it is likely to occur the proportion of cement 
should be increased to make up for loss of strength. 

Effects of Age. Concrete is the only structural 
material in existence which continues to increase in 
strength with its age, all other materials slowly deter- 
iorating with the efflux of time. As shown by number- 
less experiments, the increase of strength in the case of 
concrete is very rapid at the start and gradually becomes 
slower until the increase either stops or becomes almost 
imperceptible. The results of experimental records 
exhibit considerable divergence, although all of them 
establish the progressive increase of strength, the average 
rate of which is given in the subjoined table. 


Relative strength 





1 month . ‘ : 1°00 
6 months. ; : 1°50 
l year. : ‘ 1°78 
2 years. , : 1°98 
3 years. : : 2°00 
7 years. : : 2°10 


Compressive Strength of Concrete. As the strength 
of concrete in resistance to compression is the most 
important characteristic from the standpoint of the user, 
it may be useful here to give some figures as a general 
guide. The reader will, of course, bear in mind the fact 
that as the proportions of concrete can be varied to an 
infinite extent, the compressive strength of the material 
is necessarily subject to an infinite number of variations. 
The same kind of thing happens in the case of stone, 
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timber, and other materials, occurring in widely different 
qualities. For the purposes of this book it will suffice 
to state the conclusions of a few leading authorities 
relative to the strength that may be expected of con- 
crete mixed in proportions very frequently adopted 
in practical work. 

The London County Council Regulations give mini- 
mum values for concrete composed of cement, sand 
and aggregate consisting either of gravel or hard stone 
and mixed in different proportions, as stated in the 
following table. 

COMPRESSIVE STRENGTH OF CONCRETE (L C.C. Regulattons) 


Ultimate Compressive Strength 
Proportions by Volume minimum) 
In pounds per square inch 


REE | pene EPEC er RAE SED | RRR | MN NA TEES Se 


Cement Sand Aggregate Age 1 month | Age 4 months 
10 2 4 1,600 | 2,400 
1°2 2 4 1,800 2,600 
15 2 4 2,000 | 2,800 
2'0 2 4 2,200 | 3,000 


The Regulations include an equation for calculating 
the minimum compressive strength of concrete in inter- 
mediate proportions, but do not provide for the economic 
use of concrete possessing more than the minimum 
strength specified for each mixture. Consequently 
these minimum values are also the maximum values 
permissible under the regulations. 

The American Joint Committee on Concrete recom- 
mend maximum values for adoption as shown on the 
following page. 

This table is far more useful than that of the London 
County Council, because it states values for concrete 
made from different kinds of aggregate, and it also gives 
more latitude to designers who are desirous of making 
the best use of high grade concretes. 
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An excellent feature in the Report of the Joint 
Committee of the Royal Institute of British Architects 
is a recommendation to the effect that the actual strength 
of the concrete to be employed on any important work 


Ultimate Compressive Strength (maximum) 


Proportions by Volume | In pounds per square mch. Age 1 month 

















Gravel or : 
Soft Lime- 
Cement | Sand | Aggiegate Cau cae stone ae Cinder 
Sand stone Sand-stone 
1 | 20 | 4 | 2200 | 2000 | 1,500 | 600 
| 15 3 2,800 2,500 1,800 700 
1 10 2 __ 3,300 3,000 2,200 800 











should be ascertained by tests and that the figures so 
obtained should be taken as the basis of calculations. 
This provision is a direct encouragement to those who 
desire to produce the best possible concrete. 

To give some indication of what is possible in the way 
of producing high-compression concrete we may refer 
to the results of two series of tests. One of these series 
was conducted by Messrs. Kirkaldy & Son on 6 in. cubes 
of concrete as used in building H.M. New Stationery 
Office, London. The tests conducted on concrete at 
an age of 28 days gave the following results— 


Proportions by Volume Average Compressive Strength 








No. of tests} In pounds per square inch. 
Cement | Sand | Aggregate Age 28 days 
I 16 3°2 18 3,658 
1 1°0 2°0 16 4,840 


Still higher results were obtained from the second 
series of tests, made upon very superior concrete for 
shipbuilding, a class of construction demanding concrete 
of the finest possible quality. The test specimens were 
in the form of 6 in. cubes prepared at Lake Shipyard, 
Poole, under the direction of Major J. H. de W. Waller, 
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D.S.0., R.E., and were tested by Messrs. Kirkaldy & 
Son with the following results— 

















A Compressive S 
Proportions by Volume see nape "ih pou rge shape fren 
Cement | Sand | Agaregate Age 8 days | Age 28 days. 
i]t | 2% | 3 | 4860 7,070 





Tensile Strength. It is sometimes thought that the 
tensile strength of concrete is of little practical 
importance because the material is chiefly used in 
compression and because its tensile resistance is neglected 
in the design of reinforced concrete beams. As a matter 
of fact, however, the tensile resistance of concrete comes 
usefully into play in withstanding tensile stresses of 
moderate intensity in various classes of construction, 
and notably in reinforced concrete beams and other 
members where diagonal tension is developed as a 
secondary result of flexure. Consequently this property 
of concrete is one deserving more attention than it has 
received up to the present. 

The tensile strength of concrete is generally said to 
be about one-tenth of the compressive strength of the 
material. There is, however, no definite connection 
between the two. The nature of the sand and aggregate 
appear to produce more effect on the tensile than on 
the compressive strength of concrete, and the same may 
be said of the proportions of the ingredients and the 
workmanship. Owing to practical difficulties in the 
preparation and testing of specimens, the results hitherto 
obtained are generally lower than the true values, 
especially in the case of the superior qualities of concrete 
produced during recent years. 

So far as existing records go, it appears that stone or 
gravel concrete made in the proportions of 1;2:4 are 
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generally capable of developing a tensile strength of 
between 200 Ib. and 300 Ib. per square inch at an age 
of one month, richer concretes showing proportionately 
higher results. 

Shearing Strength. Until comparatively recent years, 
the shearing strength of concrete was very generally 
stated at little more than one-tenth the compressive 
strength. The reasons for so low a value appear to 
have been either (1) that the methods adopted for 
the determination of shearing stress permitted the failure 
of the test specimens by tension long before the ultimate 
resistance to shear had been reached, or (2) that the term 
“shear ’’ was wrongly used to denote complex action 
such as that taking place in the web of a beam, where 
diagonal tension is a governing factor. In either case 
the result would be the same, namely : the substitution 
of the tensile resistance for the shearing resistance of 
the concrete. 

Improved methods of testing which provide for 
elimination of the effects of diagonal tension and other 
extraneous stresses have demonstrated the fact that the 
strength of concrete in direct shear is actually from 60 
to 80 per cent of its strength in direct compression, and 
that in some cases the percentage is still higher. 

Elastic Modulus. This coefficient is of much importance 
in reinforced concrete design because it enters into the 
formule employed for the calculation of all classes of 
structural members. The elastic modulus of concrete 
is represented by the quotient of the stress per unit area 
divided by the strain per unit length, and where pounds 
and inches are adopted as the units of measurement the 
modulus is expressed in pounds per square inch. 

Values of the elastic modulus of concrete range from 
300,000 Ib. to upwards of 7,000,000 Ib. per square inch 
according to different investigators, these extremely 
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varied results being due to the quality and age of the 
concrete and the basis upon which the modulus is cal- 
culated. Even if all existing data were of approxi- 
mately uniform character, it would still be impossible 
to state in advance a precise value for the modulus of 
any given quality of concrete that might be used in 
actual construction. The average value of 2,000,000 
Ib. per square inch is one very generally adopted by 
practical designers, and this value corresponds fairly 
well with the results obtained in numerous tests of beams. 

Elastic Limit. Strictly speaking, concrete has no true 
elastic limit but there is a point in test diagrams beyond 
which a marked change in behaviour is evidenced, and 
this point may be regarded as denoting what is equivalent 
to an elastic limit for practical purposes, the point in 
question occurring where the stress has reached from 
one-half to two-thirds the ultimate resistance of the 
concrete. 

Coefficient of Expansion and Contraction. It is well 
known that all bodies expand under the influence of 
heat and contract with a reduction of temperature. 
These phenomena are sometimes forgotten, or have never 
been known, by people who ought to know about them. 
Others there are who erroneously believe the expansion 
of concrete under heat is so much greater than that of 
other structural materials as to render the use of concrete 
inadvisable in some classes of work, and others again 
appear to think that there is a considerable difference 
between the expansive properties of concrete and steel 
bars or rods embedded therein to act as reinforcement, 
although it does not occur to the same persons to raise 
any such objection to the employment of structural 
steel sections in brick, masonry or concrete structures. 

For these reasons it is just as well that we should 
devote a little attention to the subject in the present 
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book. The expansion and contraction exhibited by 
all substances in consequence of temperature variations 
are measurable in three directions : length, breadth, and 
thickness, and may be measured as linear expansion 
or contraction in one direction, superficial expansion 
or contraction in two directions, and cubical expansion 
or contraction in three directions. For our present 
purpose linear expansion and contraction alone need 
be considered. 

Numerous investigations have been made by scientists 
with the object of determining the expansion and con- 
traction of solids, liquids and gases, with the result 
that coefficients are available for use by engineers, 
architects, and others in calculations affecting the 
expansion or contraction of structural materials under 
any given temperature conditions. As expressed in 
British units of measurement, the coefficient of linear 
expansion or contraction of any solid substance is the 
extent by which a length of the substance originally 
measuring one inch is increased or decreased by a 
variation of temperature equal to one degree Fahrenheit. 

In the case of concrete, the average value of the 
coefficient may be taken at 0°000006. To calculate the 
total change of length in any part of a concrete structure 
owing to temperature variation, it is only necessary to 
multiply the coefficient by the product of the original 
length in inches and the number of degrees Fahrenheit 
above or below the original reading of the thermometer. 
Thus, for a piece of concrete 1 in. long subjected to an 
increase of temperature equal to 2,000 degrees F., the 
expansion would be: 0000006 x 1 x 2,000 = 0012 
in. (about ,', in.), and for a piece of concrete 100 in. long 
subjected to an increased temperature of 50 degrees F., 
the expansion would be: 0000006 x 100 x 50 = 
0°03 in. (about ., in). 

8—(1463p) 
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Fortunately for engineers and architects employing 
concrete in conjunction with steel the coefficients of 
expansion and contraction for the two materials are 
almost exactly of equal value. It may also be of interest 
to mention that the expansion and contraction of con- 
crete are considerably less than the corresponding 
properties of most descriptions of stone employed for 
structural purposes. 

Expansion and Contraction During and After Setting. 
If the setting of concrete takes place under water, the 
concrete tends to expand, while if setting occurs in the 
air the concrete shows a tendency to contract. In the 
latter case, internal stresses will exist. It appears 
probable that the expansion or contraction actually 
occurring is approximately proportional to the amount 
of cement per unit volume of the concrete, as the sand 
and aggregate cannot be affected to any appreciable 
extent. 

Resistance to Heat and Fire. From an exhaustive 
series of tests on various kinds of concrete at Columbia 
University, Professor Woolson drew the conclusions 
briefly summarized below— 

(1) All qualities of concrete possess very low thermal 
conductivity, wherein lies their ability to resist fire. 

(2) When the surface of concrete has been exposed 
for hours to great heat, the temperature of the concrete 
lin. or less beneath the surface is several hundred 
degrees below that of the outside. 

(3) At a point 2 in. beneath a surface exposed to an 
outside temperature of 1,500 deg. F. for two hours, the 
concrete will not be raised in temperature by more than 
500 deg. to 700 deg., and at points 3 in. or more beneath 
the surface it will not be heated above the boiling point 
of water. 

In a subsequent series of tests on steel bars embedded 
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in concrete, Professor Woolson found that when the 
temperature of the concrete and the projecting ends of 
the bars was 1,700 deg. F., the temperatures of the 
embedded steel were: 1,000 deg. at 2 in., 400 to 500 
deg. at 5 in., and 212 deg. at 8 in. 

As a general rule, the hardest and densest kinds of 
concrete are best for withstanding heat, but cinder 
concrete, if of non-combustible nature, offers consid- 
erable resistance to the transmission of heat owing to 
the low conductivity of air in the porous aggregate. 
Gravel and stone concretes may be relied upon for good 
results, but varieties of rock containing a large proportion 
of quartz are apt to split, and others, such as limestone, 
suffer disintegration when exposed to great heat. 

Water-tightness. In some classes of work the imper- 
meability of concrete is a matter of comparatively 
minor importance, but in others it is highly important, 
as in reservoirs, tanks, pipes, ships, underground chambers 
and others which need not be mentioned in detail. 

There is, fortunately, no serious difficulty in the way 
of securing water-tightness, providing the constituent 
materials are judiciously selected, correctly propor- 
tioned and thoroughly mixed, and that the concrete is 
carefully deposited and tamped in place. Aggregates 
of non-porous character can easily be obtained, sand is 
non-porous, and cement paste is practically non-porous 
after it has set. Therefore, water can only pass through 
concrete if any voids exist between the particles of sand 
and the fragments of aggregate. The manner in which 
voids in the finished concrete can be eliminated has 
already been discussed in a previous chapter. 

Waterproofing Compounds. Various foreign sub- 
stances such as hydrated lime, powdered clay and clay 
products, alum and soap are much advocated by adver- 
tising firms as a ready means of securing water-tight 
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concrete. The opinion of the United States Bureau 
of Standards in regard to such substances is as follows— 

‘The addition of so-called waterproofing compounds 
will not compensate for lean mixtures, nor for poor 
materials, nor for poor workmanship in the fabrication 
of concrete. Since in practice the inert integral com- 
pounds are added in such small quantities they have 
little or no effect on the permeability of the concrete. 
If the same care be taken in making the concrete imper- 
meable without the addition of waterproofing materials 
as is ordinarily taken when waterproofing materials 
are added, an impermeable concrete can be obtained.” 

A recent report by Professor Duff A. Abrams on an 
investigation which has been going on for the past 
four years at the Lewis Institute, Chicago, shows that 
the admixture of powdered substances in concrete 
reduces the strength of that material approximately 
in proportion to the quantity of the substance added, 
the loss of strength conseguent on the addition of 1 
per cent, in terms of the volume of cement in the con- 
crete, ranging from 0'08 per cent in the case of powdered 
brick up to 4 per cent in the case of gypsum. 

Resistance to Sea Water. It has been recognized for 
many years that chemical action takes place between 
the acids contained in sea water and the alkaline con- 
stituents of Portland cement, and that if concrete 
immersed in the sea is of permeable nature, the cement 
will gradually disintegrate. 

An exhaustive investigation into the effects of sea 
water on concrete, conducted by Mr. R. J. Wig and 
Mr. L. R. Ferguson, led these well-known American 
engineers to the conclusions that all well-made Portland 
cements will resist disintegration if properly used, 
and that waterproofing compounds have no beneficial 
effect. 
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A reinforced concrete pile exhibited at the 1913 
International Road Congress by Mr. W. J. Taylor, 
the county surveyor of Hampshire, may be mentioned as 
practical evidence of the satisfactory behaviour of well 
made concrete in sea water. The pile in question was 
driven twenty-two years ago, and, after having been for 
fourteen years alternately submerged and exposed by 
the rise and fall of tides, it was drawn and carefully 
examined. The concrete was found to be in perfect 
condition, and on being broken away from the embedded 
reinforcement, the steel was seen to be free from any 
trace of corrosion, thus affording further evidence of 
the fact that the concrete had suffered no appreciable 
disintegration during its long exposure to sea water. 

Resistance to Oils. As a general rule it may be 
taken that mineral, animal and vegetable oils are not 
harmful to good concrete which has thoroughly hardened. 
Some vegetable oils, such as cocoanut oil and olive oil, 
which contain acids have been found injurious, and 
the same effect has been observed in concrete buildings 
where animal oils are heated to high temperatures. 

Electrolysis in Concrete. Most of the fears which 
have been entertained respecting the possible effects 
of electrolytic action in concrete appear to be due to 
the assumption that the severe conditions established 
for the purpose of laboratory tests are likely to be repro- 
duced in practical work. So far as the United Kingdom 
is concerned, the safeguards provided by the Board of 
Trade regulations are sufficient to obviate the risk 
of injury to concrete by stray electric currents. 
Negative evidence to this effect may be found in the 
fact that the inquiries made by the Institution of Civil 
Engineers’ Committee on Reinforced Concrete failed 
to bring to light a single instance of electrolytic injury 
in this country. 


CHAPTER X 
REINFORCED CONCRETE 


As mentioned in a previous chapter, the principles of 
reinforced concrete were known by the ancient Romans, 
by whom timber, as well as copper, bronze, and iron, 
was employed as reinforcement. Similar applications 
of reinforcing material were made at different times in 
the middle ages, but the development of reinforced 
concrete on scientific lines was not commenced until 
the nineteenth century. 

In 1830 the construction of reinforced concrete roofing 
was suggested by Loudon, and ten years later two 
systems of reinforced plaster floor construction were 
introduced, the method of applying the metal being 
very much akin to some methods adopted in the present 
day. In 1849, the first reinforced concrete boat was 
built by a Frenchman named Lambot, and it is inter- 
esting to know that this craft is still afloat and in 
excellent condition. In 1855 Wilkinson and Coignet 
patented their systems of reinforced concrete construc- 
tion, and in 1861, Monier, a French gardener, commenced 
moulding boxes and vessels for horticultural purposes, 
his system being extended later to all kinds of architec- 
tural and engineering construction. 

Another notable pioneer was Thaddeus Hyatt, by 
whom a book was published in 1877 giving full details 
of a most valuable series of experiments conducted on 
“Portland cement concrete combined with iron.” 
Among other inventors who appeared between 1855 
and 1895, Hennebique, of Paris, deserves mention as an 
engineer who went to work on thoroughly scientific 
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lines, and has probably done more than any man to 
bring about the extensive use of reinforced concrete 
which is now evidenced in all parts of the world. Al- 
though British engineers may fairly claim to have taken 
an equal share with their confréres on the Continent in 
the development of reinforced concrete, after progress 
was very slow in this country until the material was 
re-introduced by the late L. G. Mouchel, a French 
engineer interested in the work of Hennebique. Sub- 
sequent to the establishment of what is now known 
as the Mouchel-Hennebique system, many other forms 
of reinforced concrete have sprung up, some imported 
from the Continent and the United States, and others 
devised by British engineers. 

The designation reinforced concrete is not altogether 
a happy one, for the reason that it does not indicate or 
suggest the combination of two materials in such a way 
as to enable them to work in harmonious co-operation. 
The nature of the combination was far better expressed 
by the early and now obsolete term concrete-sieel, and 
also by the designation ferro-concrete, which is still 
employed to a considerable extent. 

Concrete is a material characterized by permanent 
durability and high resistance to compression, while 
steel is very susceptible to corrosive influences, although 
possessing great advantages in respect of elastic strength. 
The object aimed at in the combination of these two 
materials is to utilize the most valuable properties of 
each in the most effective manner possible 

The principles involved can be most clearly explained 
by considering the case of a plain concrete beam sup- 
ported at both ends and carrying a load either con- 
centrated at the centre or distributed uniformly along 
the whole of the upper surface. In either case, the 
effect of the load is to cause the beam to bend or deflect 
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downwards, the stretching of the material at the lower 
surface tending to tear apart the concrete, and the 
pressing together of the material at the upper surface 
tending to crush the concrete. 


Fic. 33 
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These effects are represented in Figs. 33 and 34, the 
former showing a beam supported at the ends, and the 
latter showing the same beam as bent by the action 
of a load W, the amount of deflection being purposely 
exaggerated so as to make things clear. 

A little consideration will show that as there is tension 
at the bottom, and compression at the top of the beam, 
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there must be a plane at which each kind of stress 
disappears, or merges into the other kind. The tensile 
and compressive stresses are represented in Fig. 34 by 
two triangular shaded areas, and the intersecting 
boundary lines of these areas may be regarded as acting 
something like a pair of scissors, the movement of the 
arms decreasing towards the central pivot, where there 
is nO movement whatever This central pivot corre- 
sponds with a point in the neutral plane, or neutral axts 
as it is more generally termed, of a beam, where there is 
no stress owing to the progressive diminution of ten- 
sion and compression upwards from the bottom and 
downwards from the top, respectively. 

If the concrete were capable of resisting an amount 
of tension at the bottom equal to the amount of com- 
pression it is able to resist at the top, the beam would 
be economical. But it happens that the resistance of 
concrete to tension is only about one-tenth of its resis- 
tance to tension. Consequently, if a beam such as 
that in Figs. 33 and 34 were loaded to an extent sufficient 
to develop the full resistance of the concrete in com- 
pression above the neutral axis, the concrete below 
the same axis would be cracked and pulled apart by 
tension, as indicated diagrammatically in Fig. 35. 

The net upshot is that the load on a beam of plain 
concrete must be proportionate to the strength of the 
material acting in tension. Thereby, nine-tenths of 
the strength of the concrete acting under compression 
must be wasted, and the beam is very uneconomical. 

Let us now see how this drawback can be overcome 
by the aid of steel. With the object of making things 
clear we will assume that the concrete beam measures 
10 in. broad by 12 in. deep, as in Fig 36, the neutral 
axis being at the depth of 6 in., or midway between 
the top and the bottom. The concrete is assumed to 
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be capable of withstanding compression at the upper 
edge to the extent of 500 pounds per square inch, and 
our aim is to arrange matters so that stress to this 
intensity may be safely developed. As the stress 
diminishes progressively towards the neutral axis, 
where its value is 0 (see Fig. 37), the mean stress over 
the area of 10 in. by 6 in. (shaded in Fig. 36), can only 
be (500 + 0)/2 = 250 pounds per square inch, and the 
total compression in the same area amounts in conse- 
quence to 10 x 6 xX 250 = 15,000 pounds. Since the 
concrete at the bottom of the beam would be ruptured 
by tension before the safe stress of 500 pounds per square 
inch in compression could be reached at the top of the 
beam, it is obvious that all the concrete in the lower area 
of 10 in. by 6 in. (left white in Fig. 36), must be written 
off as a loss, so far as concerns resistance to tensile 
stress. But the same concrete can be utilized as a 
medium for holding in place and bringing into play one 
or more steel bars, which may be employed to supply 
the necessary resistance at the bottom of the beam. 

If we take the safe resistance of steel of tension at 
15,000 pounds per square inch, which is a very moderate 
value, one square inch ot steel will be capable of balancing 
the 15,000 pounds of compressive force in the concrete 
occupying the upper area of the beam. This area of 
steel can be applied in the form of a bar placed at 1} in. 
above the bottom of the beam. To be strictly correct, 
rather more than one square inch of steel would be 
required for this position of the bar. 

Then, assuming for the moment, that the position 
of the neutral axis is unchanged, the cross section of the 
beam will be as represented in Fig. 38. We now have 
a reinforced concrete beam, where the concrete is 
employed exclusively in resisting compression, and the 
steel solely in resisting tension. 
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The efficiency of the concrete acting in compression 
thas been increased ten-fold. Against this, however, we 
have to set the cost of the steel bar and the virtual loss 
of the concrete in the lower area. Therefore, the net 
result is that the efficiency of the beam is raised to 
about seven times, instead of ten times, that of the plain 
concrete beam originally considered. This is on the 
assumption that the position of the neutral axis has 
remained where it was at the start. 

As a matter of fact, the laws of mechanics involve a 
change, and under the conditions stated the new 
position of the neutral axis will be at a depth of 33 in. 
from the top of the beam, as represented in Fig. 39. 
Hence the effective area of concrete is reduced from 
(10 x 6) = 60 (square inches) to (10 x 34) = 35 
(square inches) and a proportionately larger area of 
concrete in tension is wasted, with a corresponding 
reduction of the efficiency assumed to have been 
secured. 

Fortunately, this loss of efficiency and economy can 
be obviated by changing the sectional form of the 
beam to that shown in Fig. 40. Here the upper part 
is extended on either hand to form a projecting flange 
measuring (174 x 34) = 60 (square inches), and the 
width of the lower portion, or rib, is reduced from 10 in. 
to 7 in., so that the area measures (7 X 84) = 595, 
say 60 (square inches). This reduction of width can 
be effected with perfect safety because the only object 
of the concrete is to provide accommodation for the 
steel, and to act as a connecting link between the tensile 
and compressive forces below and above the neutral 
axis. Thus, we have arrived at the form of what is 
termed a 7-beam, the most efficient and economical 
type of a reinforced concrete member, and we have 
been able to retain the increased efficiency which appeared 
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to be threatened by the change in the position of the 
neutral axis. 

In actual practice, the bars used for resisting tension 
are supplemented by steel rods arranged so as to form 
a metallic connection between the tension and com- 
pression areas of the beam. The steel so employed is 
termed web reinforcement, and besides linking together 
the primary stresses of tension and compression, it is of 
great value in resisting secondary stresses which are 
developed in various directions throughout the concrete. 
Fig. 41 shows a typical arrangement of Hennebique 
reinforcement in beams and columns. 

Steel bars are frequently used near the upper surface 
of reinforced concrete beams, in cases where it is 
desirable to reduce the amount of concrete acting in 
compression and consequently to limit the dimensions 
of the beams. Compression reinforcement is also 
applied to beams carried over one or more intermediate 
supports, for the reason that in such cases, the stresses 
in any of the spans may be reversed as a result of unequal 
loading, the upper part normally acting in compression 
becoming subject to tension, and the lower part normally 
acting in tension being called upon to act in compression. 

Although steel employed as compression reinforce- 
ment is not so economical as that applied for resistance 
to tension, its use in this way is often most advantageous 
and in some cases absolutely necessary. 

Turning now to columns and other structural members 
intended principally for the support of loads resulting 
mainly in compressive stress, it must be evident from 
what has been said, that the use of steel as reinforcement 
cannot be attended with anything like the economy 
obtained by the use of reinforcement in beams. 

Stee] acting simply under pressure is necessarily more 
economical than concrete similarly used. But in 


REINFORCED CONCRETE 117 


buildings and kindred structures where fire risks have 
to be considered, the protection by steel columns or 
stanchions by means of concrete, brickwork, terra cotta, 
and other materials, practically brings the cost of steel 
up to that of reinforced concrete, the protective casing 
making the final dimensions of the two classes of mem- 
bers approximately equal. Moreover, where columns 
or other compression members are relatively slender, and 
where the loading is more or less eccentric, bending 
stresses are developed in addition to simple compressive 
stress, and under such conditions reinforced concrete 
becomes distinctly economical. It should be remem- 
bered also that anything in the nature of hybrid con- 
struction is not to be recommended, and that the strength 
and rigidity gained by adopting reinforced concrete 
throughout any structure, thus constituting what is 
known as monolithic construction, is a really valuable 
asset. 

In a book of this character, it would be out of the 
question to enter upon a technical discussion of rein- 
forced concrete design. Those of our readers who wish 
to make a study of that interesting branch of engineering 
can obtain full information from any of the numerous 
treatises now available. We may point out, however, 
that the principles underlying the design of the three 
classes of members briefly discussed in this chapter— 
beams, compression members, and members subject 
to combined stresses—constitute the basis of reinforced 
concrete construction. 

It cannot be too clearly recognized that reinforced 
concrete differs essentially from structural steel merely 
encased in concrete as a protection against fire and rust, 
and that the scientific combination really places a 
new material at the disposal of the engineer and the 
architect, 
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Toughness and genuine elasticity are two special 
characteristics of reinforced concrete, for although the 
properties of the constituent materials are not actually 
changed, the combination behaves very much as if 
such a change had taken place in the concrete. 

Some years ago, the remarkable elastic strength 
exhibited by reinforced concrete structures, and the 
absence of visible cracks in beams under loads causing 
considerable deflection, led to the belief that, when 
working in combination with steel, concrete could be 
stretched to a far greater extent than plain concrete, 
and without causing actual rupture. This theory was 
supported by M. Considére, an Inspecteur-Général 
des Ponts et Chaussées, who claimed, in a communication 
to the Académie des Sciences in 1902, that his tests 
of reinforced concrete members proved the ultimate 
extensibility of the concrete to be from ten to twenty 
times that of plain concrete tested in a similar manner. 
Subsequent investigation has shown that this conclusion 
was not literally correct, the fact being that the greatly 
Increased extension of the concrete was accompanied 
by a large number of invisible cracks distributed along 
the surface. Nevertheless, there is a great difference 
between the behaviour of plain and reinforced concrete. 
In the former, failure takes place suddenly, and is 
preceded by the opening of one or more large cracks, 
while in the latter failure takes place gradually, and only 
after ample warning, numerous small cracks developing 
in such a manner that the total elongation at final 
rupture is from ten to twenty times that of plain 
concrete. 

Thus by the addition of steel as reinforcement the 
extensibility of the concrete is greatly developed, instead 
of being limited to the amount possible at any one point, 
as in plain concrete. This valuable property is largely 
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the outcome of the perfect adhesion of the two materials, 
the bond between them being undisturbed by variations 
of load and temperature As the coefficients of expan- 
sion of concrete and steel are of practically equal value, 
the two materials continue to work together at all 
temperatures 

In the case of a fire the steel 1s protected from excessive 
heat by the insulating properties of the concrete in 
which it 1s embedded Similarly, the steel 1s most 
efficiently protected from corrosion by the film of 
cement which attaches itself to the surface of the metal, 
or 1f{ the steel 1s slightly rusted at the time of use 1t 1s 
protected by an impervious coat formed as the result 
of chemical combination between the metallic oxide 
and the cement 

Among the advantages of reinforced concrete as a 
structural material one of the most important 1s its 
property of increasing in strength and durability with 
age It also possesses the advantages of rigidity, 
impermeability, resistance to fire, and economy both 
as regards first cost and the elimination of the main- 
tenance charges which are necessary in the case of all 
other materials 

Reinforced concrete structures differ from those 
carried out in accordance with ordinary methods in 
the respect that the entire fabric 1s of monolithic char- 
acter, the concrete being continuous throughout all 
parts of the work, the steel giving an additional measure 
of continuity and contnbuting to mutual co-operation 
between the various members and structural elements 
Therefore, a well designed and properly built reinforced 
concrete structure 1s capable of acting as a single unit 
in case of emergency, and 1f unexpected strains are 
suddenly developed by earth movements or anv acci- 
dental cause, the integrity of the structure will be 
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maintained in consequence of the aid rendered to the 
part affected by contiguous structural members. 

Thus, as happened to each of the three buildings, 
near Tunis, illustrated in Fig. 42, a well-designed rein- 
forced concrete structure may settle down at one side 
and be levelled up again without suffering the least 
damage. The photograph here reproduced shows two 
buildings after restoration to a vertical and the third 
at an inclination of about 25 degrees. The subsidences 
in this case were due to a depression caused by reduction 
of the water level in an adjoining lake. 

Another marked characteristic of reinforced concrete 
construction is that of lightness or slenderness in all 
its parts, as compared with the heaviness and massive- 
ness of plain concrete, brick and masonry structures. 
Owing to the elastic strength of the combination, the 
engineer or the architect, as the case may be, is enabled 
to depart from the time-honoured customs of employing 
material in heavy masses, so as to provide for stability 
by sheer dead weight and mass, and is at liberty to 
adopt forms of design akin to those typical of steel 
construction. 

Apart from the gain of interior space in buildings, 
reservoirs, coal bunkers, and other structures intended 
for storage purposes, important economies are effected 
by the slenderness of reinforced concrete construction. 
The saving of material in the superstructure is in itself 
a sufficiently important item, but it naturally has the 
further effect of reducing the loads to be transmitted to 
the foundations, thereby automatically reducing the 
cost of the substructure, and very frequently obviating 
difficult problems in the way of foundation work. 

Reinforced concrete construction has been developed 
to a remarkable extent during the past twenty-five 
years, and, after having passed successfully through a 
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period when it was regarded with much suspicion and 
prejudice, is now accepted by engineers and architects 
throughout the world as a reliable form of construction, 
worthy of adoption in almost every class of work. 

A point which should not be overlooked is that the 
somewhat rough and ready methods of calculation 
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employed years ago by the pioneers of reinforced con- 
crete have given place to scientific methods of design 
complying more closely with theoretical principles than 
the methods adopted in the design of masonry and 
steel structures. 

It would be impossible in this book, as well as beyond 
its scope, to describe and illustrate the numerous classes 
of construction to which concrete is applied, whether 
plain or in combination with steel as reinforcement. 
Some of the illustrations given in this and preceding 
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chapters indicate a few important uses of the material, 
which is employed throughout the world in the con- 
struction of buildings, bridges, viaducts, marine and 
river works, colliery structures, aqueducts, culverts, 
drainage conduits, water and sewage reservoirs, swim- 
ming baths, grain silos, ships, and other floating struc- 
tures, bunkers for the storage of coal, ore, stone, and 
other materials, and many other types of construction 
too numerous for individual mention. 

The principles discussed in this chapter have been 
applied in an interesting way to the design of reinforced 
brickwork. Walls of.this combination have been 
adopted in many industrial buildings, notably in the 
works of Messrs. Rowntree & Co., at York, and in the 
South Lambeth goods station of the Great Western 
Railway. The reinforcement is in the form of netting 
with tension strands throughout, and laid in the joint 
of every alternate course of brickwork. Another variety 
of reinforced brickwork is represented by the Kleine 
floor system, of which illustrations are given in Figs. 
43 and 44. This type of construction embodies the use 
of hollow bricks with closed ends, set in cement mortar 
wherein are embedded tension bands or rods. Fig. 43 
includes sections of a floor with small bricks, the rein- 
forcement consisting of mild steel hooping strips ; 
Fig. 44 shows the construction of a floor with larger 
bricks, the mortar joints being wide enough for the 
insertion of the requisite amount of reinforcement, in 
the form of round rods, for spans of considerable length. 

The remarkable properties of reinforced concrete have 
led to the adoption of the combination in almost every 
branch of architectural and engineering work, and 
even to its use in building railway carriages and waggons, 
motor car bodies, canal and river barges, and sea-going 
steamships. 


CHAPTER XI 
CONCRETE SHIPBUILDING 


THE building of ships in reinforced concrete is one of 
the most remarkable developments of the present 
century in the way of concrete construction. Yet the 
principle is {a very old one. In various sacred writ- 
ings, 2,000 years or more old, references are made to 
stone coffins floating on the waters, and if stone will 
float there is surely nothing to prevent concrete from 
doing the same. 

Years ago, when iron ships were proposed, a con- 
servative-minded engineer said that he could not under- 
stand how an iron ship could float at all. In fact, he 
said that it could not, and would not float. Another 
equally reactionary person offered to eat the boiler of 
the first steamship that crossed the Atlantic, the only 
result being that he ate his words instead of the boiler. 

Concrete ships are no longer the subject of contro- 
versy so far as the question of buoyancy is concerned, 
and concrete shipbuilding passed the experimental stage 
as long as thirty or forty years ago. The historic rowing 
boat (Fig. 45) built by the French engineer Lambot 
in the year 1849 still floats on a lake near the town 
of Miravel, apparently none the worse for nearly 
three-quarters of a century’s exposure. 

Following the construction of this pioneer vessel, 
many craft of larger dimensions were built in France, 
Italy, Holland, and other countries, and towards the 
conclusion of 1917 more than 200 concrete vessels had 
been completed, including lighters, barges, sailing ships 
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and motor boats Three or four of these were con- 
structed in this country, the most notable example 
being a large lighter of 200 tons capacity launched in 
1912 on the Manchester Ship Canal, where it is still in 
service for pumping sludge dredged from the channel 
of that waterway. 

When the great European war was in progress, and 
the need for more ships became acute, energetic measures 
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were adopted by the British, French and American 
Governments to encourage the production of sea-going 
concrete barges, steam-tugs and cargo steamships. 
The first series of contracts made by the British Admir- 
alty provided for the construction of over 200 ships, 
including sea-going barges of 1,000 tons capacity and 
steam-tugs of 750 horse-power. A score of new ship- 
yards were promptly established and equipped by 
firms with special experience in reinforced concrete 
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work, with the co-operation either of qualified naval 
architects or of practical shipbuilders. Notwithstanding 
the large amount of preparatory work entailed, and 
various difficulties connected with the supply of materials 
and labour, the first 1,000-ton barge was launched in 
August, 1918, and by the end of the year some fifteen 
vessels of the same class were completed. Equally 
rapid progress was kept up until the conclusion of 
hostilities, when ‘the Admiralty programme was 
abandoned. Fig. 46 illustrates a representative 
example of the barges turned out from the British 
shipyards. 

The war programme of the French Admiralty pro- 
vided for the construction of more than 750 barges, 
steam tugs and motor boats. Large numbers of these 
vessels were built in different parts of France, and 
operations were continued actively until the termination 
of the war. 

In the United States, the original concrete shipbuilding 
scheme covered the construction of over forty-two 
steamships, of 3,000, 3,500 and 7,500 tons capacity, 
to say nothing of barges, lighters, and other craft of 
comparatively small dimensions. After the Armistice 
the construction programme was reduced to eight 
7,500-ton tank steamers, and six cargo steamships, 
including two of 7,500 tons, three of 3,500 tons, and 
one of 3,000 tons capacity. 

A sincere tribute is undoubtedly due to the United 
States Government and their technical advisers for the 
energy and courage they displayed in the unprecedented 
task of building concrete ships of the dimensions stated. 
The enterprise of the Government was probably en- 
couraged by the previous completion and satisfactory 
record of the 5,000-ton steamship Fatih, built at San 
Francisco in 1916 by a private company. This pioneer 
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concrete ocean-gding steamer has been carrying cargoes 
continuously since her tria's, having completed voyages 
covering between 15,000 and 20,000 miles in all 
kinds of weather with perfect satisfaction to all 
concerned. 

In addition to the ships turned out for the Govern- 
ments mentioned, many concrete vessels have been 
constructed by private builders in different countries. 
The first British-built concrete steamship, the Armistice, 
is a vessel of 1,150 tons deadweight capacity, now owned 
by Messrs. Leopold Walford, Ltd., of London. Fig. 47 
is a recent view of the vessel, which has behaved admir- 
ably in the roughest weather, and proved a most 
remunerative investment owing to her relatively great 
freight-earning capacity. 

Several cargo motor boats, up to 1,000 tons capacity, 
have been built in France for Channel] and other services, 
and a good many similar vessels have been turned out 
from Scandinavian shipbuilding centres. In Australia, 
a pontoon of 800 tons displacement was completed in 
1915 for the harbour authorities of Sydney ; at Singapore 
a concrete train ferry boat is in regular use across the 
Straits ; a concrete motor boat was put in service not 
long ago at Shanghai; a similar vessel was built about 
the same time at Barcelona ; many motor boats, lighters, 
and other craft have been constructed of late in the 
Dutch East Indies; and there have been considerable 
activity in the concrete shipbuilding industry in various 
parts of South America, as well as in the United States 
and Canada. 

Fig. 48 illustrates two remarkable concrete floating 
structures, built near Shoreham towards the end of the 
war, and which became known as “ mystery ships.” 
Each of the towers is 180 ft. in height, the lower part 
being constructed of reinforced concrete blocks, Nearly 
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100,000 of these were used in each vessel, and the total 
weight of concrete was about 9,000 tons, the steelwork 
of the superstructure weighing nearly 1,000 tons. In 
spite of these weights, the draught of the structure 
was only 14 ft. when afloat. Therefore, the tower rose 
to a height of 166 ft. above the surface of the water. 
Originally intended for ship salvage work, the craft are 
now being employed as navigation marks and signal 
towers. One of them has been towed away and sunk 
near the Nab Lighthouse in 70 ft. of water, the top of 
the superstructure projecting 110 ft. above the sea. 

Turning now to structural considerations, concrete 
ships may be conveniently classed in accordance with 
the methods of construction adopted. There are three 
principal methods—monolithic, unit, and skeleton 
construction. 

In the first of these the object is to make the concrete 
work perfectly monolithic—as if it were formed from 
a single-piece of stone—by following the practice which 
long experience has shown to be satisfactory for concrete 
structures on land. 

The various operations involved in the building of 
a ship on the monolithic system may be briefly outlined 
as follows—The floor of the building berth, or slipway, 
is laid on lines of concrete blocks. The hull is moulded 
entirely in shuttering, the outer shell of which is built up 
first so as to form a huge mould, determining the exterior 
shape of the hull. In this mould the steel bars and 
network, employed for reinforcement of the concrete, 
are assembled and fixed in position. The reinforcement 
for the transverse frames and longitudinal stringers is 
partly enclosed in timber moulds, and the inner shell 
of the general shuttering is built up, board by board, as 
the concrete is deposited. Bulkheads, decking, hatch- 
way coamings, deck-houses, and all other details are 
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constructed in a similar manner after the exterior of 
the hull has been well advanced towards completion. 

The snit system of construction has been followed 
in various British shipyards. The hull may be built 
up of separate panels cast and finished in advance, 
and afterwards incorporated with frames moulded in 
the usual way. Again, the frames may be prepared as 
precast units and connected with monolithic concrete 
forming the general shell of the hull. 

The skeleton system of construction is carried out by 
building a cage of steel rods, or steel rods and network, 
the cage being plastered on both sides with fine concrete. 
The historic Lambot boat was so built, and the system 
has been extensively adopted in Italy, where the art 
of plastering has reached a high stage of development. 
An elaborated variety of the skeleton systems involves 
the building up of a double framework of steel, 
concrete being deposited between the two layers of 
steel as well as being plastered on the inside and the 
outside. 

Experience shows that satisfactory results can be 
obtained under all three systems of construction, each 
of which possesses characteristic advantages and 
disadvantages. Therefore the choice of a system for 
adoption must be governed to a considerable extent by 
the dimensions and intended use of the vessel to be built. 
For large ocean steamships the monolithic system 
naturally commends itself as the strongest and most 
reliable, while for light river craft the skeleton system 
is distinctly attractive. 

The cost of a concrete hull may be put without serious 
error at about 70 per cent the cost of an all-steel hull of 
equal deadweight carrying capacity. Actual figures 
published by the United States concrete shipbuilding 
department show that the cost of concrete tank steamers 
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at war rates was from 20 to 40 per cent less than that 
of steel vessels of equal capacity. 

In comparing concrete and steel ships, it must be 
borne in mind that the size of a concrete hull is necessarily 
greater than that of a steel hull of equal cargo capacity 
in terms of deadweight. Therefore, the concrete hull 
is capable of accommodating a greater volume of cargo, 
an advantageous feature in the transport of light and 
bulky merchandise, for which freight is charged by 
Measurement and not by weight. To take a specific 
case in illustration of this point the Armistice, on her 
first trip to London brought 900 tons of oats, or some 
200 tons more than could have been loaded into a steel 
ship of the same deadweight capacity, not because the 
steel ship would be incapable of carrying an additional 
weight of 200 tons, but simply for the reason that it 
would be absolutely filled by the 700 tons of grain. 
Thus one of the disadvantages of concrete becomes a 
positive advantage where light and bulky materials 
are concerned. 

In this brief review of concrete shipbuilding it would 
be impossible to discuss even briefly the many technical 
problems involved. It may safely be said that the 
behaviour of the many vessels constructed during the 
past quarter of a century, and particularly of ships up 
to 7,500 tons capacity launched during the past two or 
three years, is sufficient to prove that all structural 
problems have been solved. The future of the industry, 
which has been carried on chiefly abroad since the closing 
down of the Admiralty shipyards, depends entirely 
upon the perfection of methods and organization con- 
ducive to rapid and economical construction. The 
adaptation of reinforced concrete to the building of 
large ships has involved a good deal of tentative work. 
Naval architects and builders have generally adopted 
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the prudent course of using more concrete and more 
steel than appeared to be absolutely necessary, leaving 
practical experience to indicate future economies. 
Several noteworthy improvements due to recent ship- 
building operations have been of direct benefit to those 
engaged in concrete construction on Jand. Among these 
may be mentioned improved methods of designing and 
erecting moulds and shuttering, the production of 
concrete characterized by exceptional strength, density 
and impermeability, improvements of procedure in 
applying ‘einforcement and the placing of concrete, 
the development of construction on the precast unit 
system, and the introduction of light-weight concrete. 

Whatever may be in store for the industry in years to 
come, it has been clearly proved that concrete ships 
offer advantages which cannot be overlooked in respect 
of steadine s and seaworthiness in all weathers, the 
readiness with which repairs can be executed after 
collision or other accidental damage; freedom from 
vibration, leakage and extremes of temperature variation, 
and resistance to fire and shock. 

Although there is no probability that it will displace 
steel in general shipbuilding practice, reinforced concrete 
can certainly be employed usefully in the building of 
cargo boats, coasting steamers, steam tugs, motor boats, 
lightships, barges, and other classes of floating structures 
too numerous for individual mention. 
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P J Lancelot Smith, MA ; 

MAGNETISM AND ELECTRICITY, QUESTIONS AND SOLUTIONS IN 
Solutions by W J White, MIEE 

ENGINEERING PRINCIPLES, ELEMENTARY By G E Hall BSc 

ENGINEERING SCIENCE, A PRIMER Or By Ewart S Andrews 
BSc (Eng) Complete Edition : ; 
Part I First Steps 1N APPLIED MECHANICS . 

PHARMACY, A CourRSE OF PracticaL By J W Cooper, Ph C, 
and F N Appleyard, BSc, FIC, Phc 

PHOTOELECTRIC CELLS By Dr N.I Campbell and Dorothy 
Ritchie é : 

PHYSICAL SCIENCE, PRIMARY By W, R Bower, BSc 
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METALLURGY AND METAL WORK 5 
Physics, Chemistry, etc.—contd. s d 
Puysics, EXPERIMENTAL By A oma With Arithmetical 
Answers to the Problems ; . 19 
Puysics, TEST PAPERS In By P. J, Lancelot Smith, M A 2 0 
Points Essential to Answers, 4s In one book . . 5 6 
VoLuMEtTRIC ANALysis By J B ea B Sc ia F IC, 

FCS Second Edition . 3 6 
VoLUMETRIC Work, A CourSE OF By E Clark, B Sc. 4 6 
METALLURGY AND METAL WORK 

BaLL AND ROLLER Bearincs, HANDBOOK oF By A W 
Macaulay, A MI Mech E 7 6 
ENGINEERING MATERIALS, Volume I " FERROUS "By AW 
Judge, Wh Sc, ARCS ; 30 0 
ENGINEERING MATERIALS, Volutne II AIRCRAFT AND ‘Auto- 
MOBILE MATERIALS—NON-FTRROUS AND ORGANIC By A W 
Judge, WhSc, ARCS , 25 Q 
ENGINEERING MATERIALS, Volume III, THEORY AND TusTING 
OF MATERIALS FERROUS By A W Judge, WhSc,ARCS 21 0 
ENGINEERING WORKSHOP EXERCISES By Ernest Pull, 
AMIMechE,MIMarE Second Edition, Revised 3 6 
FILES AND Fitinc By Ch Fremont Translated into aes 
under the supervision of George Taylor . 21 0 
FITTING, THE PRINCIPLES OF By J Horner, AM IME. Fifth 
Edition, Revised and Enlarged : 7 6 
IRONFOUNDING, PRACTICAL By) Horner, AM I M E Fourth 
Edition 10 0 
Iron Rotis, THE MANUFACTURE OF CHILLED By ‘A Alison. 8 6 
Joint WIPING AND LEAD WorkK By William Hutton Third 
Edition 5 0 
METAL TuRNING By J Horner, ‘AMIME Fourth Edition, 
Revised and Enlarged , 6 0 
METAL Work, PRACTICAL SHEET AND PLATE By EA Atluns, 
AMIME Third Edition, Revised and Enlarged 7 6 
METALLURGY OF Cast IRON By J. E Hurst 15 0 
PATTERN MAKING THE PRINCIPLES OF By J Horner, 
AMIME Fifth Edition 4 0 
PIPE AND TUBE BENDING AND JorntING ‘By S P. Marks, 
MSIA ; : ‘ ; ‘ -. 6 0 
PYROMETERS By E Griffiths, DSc . 7 6 
SteEL Works ANALysis By J] O Arnold, FR Ss, and F. 
Ibbotson Fourth Edition, thoroughly revised . 12 6 
TURRET LATHE Toots, How to Lay Out Second Edition . 6 0 
WELDING, ELECTRIC By L B Wilson 5 0 
WELDING, ELEctRic ARC AND Oxy-ACETYLENE. By E, A, 
Atkins, AMIME. ‘ ‘ 7 6 
WorxsHor GAUGES AND MEASURING APPLIANCES. By L. Burn, 
AMIMechE,AMIEE. . ‘ ‘ ‘ : »- 5 0 


6 PITMAN’S TECHNICAL BOOKS 


MINERALOGY AND MINING 


BLASTING WITH HicuH ExpiLostves By W. Gerard Boulton 


Coat CARBONIZATION By John Roberts, DIC, MIMmE, 
FGS : ‘ ‘ . ‘ . ° 


CoaL MINING, DEFINITIONS AND FORMULAE FOR STUDENTS 
By M D Wilhams, FGS. ; 


COLLIERY ELECTRICAL one By G M Harvey 
Second Edition 


ComprESSED AIR Powzr By A Ww Daw and Z Ww Daw 


ELECTRICAL ENGINEERING FOR MINING STUDENTS By G M 
Harvey, MSc, BEng, AMIEE ; ; 


ELECTRICITY APPLIED TO MINING By H Cotton, M BE, 
MSc, AMIEE ‘ 


ELECTRIC MinInG MACHINERY By Soinay F Walker, M I EE 
MIME,AMICE,AAmerIEE , 

Low TEMPERATURE DISTILLATION By S North aa J B 
Garbe . : 

MINERALOGY By F H “Hatch, PhD, FGS, MICE, 
MIMM Fifth Edition Revised . ; , : 


MINING CERTIFICATE SERIES, PitTman’s Edited by John 
Roberts, DIC, MIMnE, FGS, Editor of The Minsng 
Educator— 


MinING Law AND MINE MANAGEMENT By Alexander 


Watson, ARSM . : 
MINE VENTILATION AND LIGHTING By C D Mottram, 
BSc . ; ° ‘ 


COLLIERY EXPLostons AND Recovery Worx By Jw 
Whitaker, PhD (Eng), BSc, FIC, MIMmE 

ARITHMETIC AND SURVEYING By R M Evans, BSc, 
FGS,MIMimE . ‘ : , ; ‘ ‘ 

MINING MACHINERY a T a ARTC, 
MIMmE . 

WINNING AND Workine By Prof. Ira Cc F Stratham, 
BEng, FGS, MIMmE ‘ ‘ 


Mininc Epucator, THE Edited by J. Roberts, D I C, 
MIMmE,FGS,Intwovols . ‘ 


MINING SCIENCE, A JUNIOR CouRSE IN By Henry G Bishop 
MopERN PRACTICE oF CoaL MINING SERIES Edited by D 
Burns, MIME, andG L Kerr, MIME— 


IJ Expiosives aND BLASTING—TRANSMISSION OF 
PowWER , P 

IV, Dri1t_s anp Deitine Cone Sorese. AND Coa 
Currmnc MacHINERY ; ‘ ; ‘ ‘ 


Tm Mmunc. By C.G. Moor,M.A. . ‘ 2 : 
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CIVIL ENGINEERING, BUILDING, ETC, 


CIVIL ENGINEERING, BUILDING, ETC. ; 


AUDEL’s Masons’ AND BuILpERS’ GuipEes_ In four volumes 
Each 
1 BricKwork, BRICK-LAYING, BONDING, DESIGNS 
2 Brick FOUNDATIONS, ARCHES, TILE SETTING, ESTIMAT- 
ING 
2 ConcrETE MIXING, PLACING Forms, REINFORCED 
Stucco 
4 PrasterinGc, STONE MASONRY, STEEL CONSTRUCTION, 
BLvuE PRINTS 
AUDEL’S PLUMBERS’ AND STEAM Fitters’ GuipgEs Practical 


Handbooks 1n four volumes . ; ; ; Each 
1 MatuHematics, Puysics, MATERIALS, TooLs, LEap- 
WORK 


2 Water Suppty, DRainaGE, RoucH Work, TESTS 

3 PIPE FITTING, HEATING, VENTILATION, GAS, STEAM 

4 Sueer Metat Work, SMITHING, BRAZING, Motors 

“THE BUILDER” SERIES— 

ARCHITECTURAL HYGIENE, OR, SANITARY SCIENCE AS 
APPLIED TO Buitpincs By Bamster F Fletcher, 
FRIBA, FSI, and H Phillips Fletcher, FRIBA, 
FSI, Fifth Edition, Revised 

CARPENTRY AND Joinrry By Bamster F Fletcher, 
FRIBA, FSI, etc, and H Phillips Fletcher, 
FRIBA,FSI, etc Fifth Edition, Revised 

QUANTITIES AND QuantiTy TaKING By W E Davis 
Sixth Edition : 

BUILDING, DEFINITIONS AND FORMULAE FOR STUDENTS ‘By T 

Corkhill, FBICC,MIStructtE . 

BuILDING EpUvucarTor, "Prrman’s Edited by R Greenhalgh, 

AlStruct E In three volumes 

FIELD MANUAL OF SURVEY METHODS AND OPERATIONS ‘By A 

Lovat Higgins, BSc, ARCS,AMICE ; 

Fietp Worx FoR SCHOOLS By E H Harmison, BSc, LC P, 
and C A Hunter. 
Hypravutics By E H ‘Lewitt, BSc (Lond ), MI Ae E, 

AMIME Third Edition . 

Jomnery & CARPENTRY Edited by R Greenhalgh, AI Struct E 

In six volumes. Each 

PAINTING AND DECORATING Edited by C. H Eaton, FIBD 


In six volumes. Each 
PLUMBING AND GASFITTING Edited by Percy Manser, RP, 
ARSI In seven volumes Each 


REINFORCED CONCRETE, DETAIL DESIGN IN By Ewart S 
Andrews, BSc (Eng) . 

REINFORCED CONCRETE By W Noble Twelvetrees, MIM E,, 
AMIEE . 

REINFORCED ConcreTE MEMBERS, SIMPLIFIED METHODS OF 
CaLCULATING By W Noble Twelvetrees Second Edition, 
Revised and Enlarged . e . . ° . : 
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Civil Engineering, Building, etc.—contd. 


ake leas For Burtpinc Worxs By W L Evershed, 

Structures, THE THEorRY oF By H W Coultas, MSc, 
AMIStructE,AIMechE . ‘ 

SURVEYING, TuTORIAL LAND AND MINE By Thomas Bryson 

WaTER Mains, Lay-ouT oF Smart By H H_ Hells, 
MInstCE . 

WATERWORKS FOR URBAN AND Rurat Districts By H.C 
Adams, MInstCE,MICE,FSI ‘ ; ‘ ‘ 


MECHANICAL ENGINEERING 


AUDEL’s ENGINEERS’ AND MeEcuanics’ Guipgs In eight 
volumes Vols 1-7 ; ‘ ; : Each 
Vol 8. 

ConDENSING PLANT " By R J Kaula, MIE E, and I V 
Robinson, MIE E ‘ 

DEFINITIONS AND FORMULAE FOR StuDENTS—APPLIED Mz- 
CHANICS By E H Lewitt, BSc, AMI MechE 

DEFINITIONS AND FORMULAE FOR STUDENTS—HEaT ENGINES 
By A Rimmer, B Eng 

DIESEL ENGINES MARINE, LocoMoTIvE, AND STATIONARY By 
David Lows Jones, Instructor, Duesel Engine Department, 
US Navy Submarine Depariment . : 

ENGINEERING EDUCATOR, PITMAN’S Edited ‘by Ww J. 
Kearton, MEng, AMIMechE, AMInstNA In three 
volumes : 

FRICTION CLuTcHES | By R_ Waring Brown, ‘AM I A E, 
FRSA,MIPE : ' : ; : : 

Fur, Economy In STEAM PLANTS By A Grounds, BSc, 
AIC,AMIMmE : : : : 

Fut Ons AND THEIR APPLICATIONS By H V_ Mhtchell, 
F 


se ae ENGINEERING DETAIL TABLES By Naa P. 

oss . 

MECHANICAL ENGINEERS’ POCKET Book, Wurrraxer’s Third 
Edition, entirely rewritten and edited by W E Dommett, 
AFAeS,AMIAE 

MECHANICS’ AND DRAUGHTSMEN’S PocKET Book By WE. 
Dommett, Wh Ex, AMIAE , 

MECHANICS For ENGINEBRING STUDENTS “By GW Bird, 
BSc, AMI Mech E 

MOLLER STEAM TABLES AND DIAGRAMS, TrE Extended to the 
Critical Pressure English Edition adapted and amplified 
a Third German Edition by H. Moss, D Sc, ARCS, 

Mottrer Srzam DracRaMs. Separately m envelope ae 
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AERONAUTICS, ETC. 


Mechanical Engineering—contd. 


MoTIvE PowER ENGINEERING. For Students of Mining and 
Mechanical Engineermg By Henry C Harris, B Sc : 

STEAM CONDENSING PLANT By John Evans, MEng, 
AMI MechE ‘ 

STEAM PLANT, THE CaRE AND MAINTENANCE oF A Practical 
eae for Steam Plant Pee By J E Braham, BSc, 
ACGI ‘ 

STzaAM TURBINE THEORY AND PRACTICE By Ww J Kearton, 
AMIME Second Edition . 

STRENGTH OF Materials By F V Warnock, Ph D, “BSc 
(Lond ), FRCScI, AMI Mech E : 

THEORY OF MACHINES "By Louis Toft, M Sc Tech , andA T J 
Kersey, B Sc ; 

THERMODYNAMICS, APPLIED, By Prof. W. Robinson, "M E, 
MiInst.CE . ‘ 

TuRBO-BLOWERS AND COMPRESSORS " By WwW J Kearton, 
AMIME . 

Worxsuop Practice Edited by EA Atkins, M I Mech E, 
MIW.E Ineight volumes . i : Each 


AERONAUTICS, ETC. 


AEROBATICS By Major O Stewart, MC AFC. ; 

AERONAUTICS, DEFINITIONS AND FORMULAE FOR STUDEN1S 
By J] D Frier ARCSc, DIC 

AERONAUTICS, ELEMENTARY, OR, THE SCIENCE AND PRACTICE 
OF AERIAL MACHINES By A P Thurston, DSc Second 
Edition 

AEROPLANE DESIGN AND CoNSTRUCTION, ELEMENTARY "Priy- 
CIPLES OF By A W Judge, ARCS, WhEx,AMIAE 

AEROPLANE STRUCTURAL DESIGN By TH Jones, BSc, 
AMIEE,and J D Fner, ARCSc, DIC 

AIRCRAFT, MODERN By Major V W Pagé, Air Corps Reserve, 
USA. 

*“ AIRMEN OR N OAHS” Fair PLAY FOR OUR AIRMEN By Rear- 
Admiral Murray F Sueter,CB, RN,MP 

AlrSHIP, THE Ricip By E H Lewitt, BSc, MIAeE 

AVIATION From THE GrounpD UP By Lieut G B Manly . 

LEARNING TO Fiy By F A Swoffer, MBE Witha Foreword 
by Aur Vice-Marshal Sir Sefton Brancker, KCB, AFC . 

PARACHUTES FOR AIRMEN By Charles Dixon , i 

Pitot’s “ A” Licznczk Compiled by John F Leeming, Royal 
Aero Club Observer for Pilot s ee Third Edition . 


MARINE ENGINEERING 
MARINE ENGINEERING, DEFINITIONS AND FORMULAE FOR STU- 
DENTS By E Wood, BSc 
MARINE SCREW PROPELLERS, DETAIL DESIGN OF ‘By Douglas 
H Jackson, M.1.Mar.E , AMINA. ; ; ‘ ; 
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MOTOR ENGINEERING 


AUTOMOBILE AND AIRCRAFT ENGINES By A W_ Judge, 
ARCS,AMIAE Second Edition . 

CARBURETTOR Hanpsook, THE By E W. Knott, AMIAE 

Coit IGNITION FoR Motor-cars By C Sylvester, AMIEE, 

AMIMechE ; 

Gas AND O1L ENGINE OPERATION By J Okull, M [AE 

Gas ENGINE TROUBLES AND INSTALLATION, WITH TROUBLE 
Cuart By John B Rathbun, ME : 

Gas, OIL, AND Petro”, ENGINES By A Garrard, Wh Ey , 

MAGNETO AND ELECTRIC IGNITION By W Hibbert, AMIEE 

Motor TRUCK AND AUTOMOBILE MoToRS AND MECHANISM By 
T H Russell, AM, ME, with numerous Revisions and 
Extensions by John Rathbun 

THORNYCROFT, THE Book oF THE By “ Auriga ” 

Motor-Cyctist’s LiprARY, THE Each volume in this series 
deals with a particular type of motor-cycle from the pot 


of view of the owner-driver . Each 
AJS Tue Book or tHE By W C Haycraft Second 
Edition 
ARIEL, THE Book oF THE By G S Davison Second 
Edition 
BSA, THE Boox or THE By“ Waysider” Third 
Edition 
Doucias, THE Book oF THE By E W Knott Second 
Edition 


IMPERIAL Book of THE New By F J Camm 
MoTOR CYCLING FOR WoMEN’ By Betty and Nancy 
Debenham With a Foreword by Major H R Watling 
P anD M, THE Book oF THE By W C Haycraft 
RALEIGH HanpBoox, THE By “ Mentor’’ Second 
Edition 
Roya. ENFIELD, THE Book oF THE By R E Ryder 
Rupce, THe Book or tHE By L H Cade 
TriuMPH, THE Book oF THE By E T Brown 
Vittiers ENGINE, Book oF THE By C Grange 
Motorists’ LiBrary, THE Each volume in this series deals 
with a particular make of motor-car from the point of view 
of the owner-driver The functions of the various parts of 
the car are described in non-technical language, and driving 
repairs, legal aspects insurance, touring, equipment, etc , all 
receive attention 
AusTIN TWELVE, THE Book oF THE By B Garbutt and 
R. Twelvetrees Illustrated by H M Bateman Second 
Edition 
SINGER JUNIOR, Book oF THE By GS Davison 
STANDARD Car, THE Book oF THE By “ Pioneer” 
Cryno Car, THz Book oF THE By E T Brown 
oe Seal GuipE, THE By A H Avery, 
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OPTICS AND PHOTOGRAPHY 


OPTICS AND PHOTOGRAPHY 


AMATEUR CINEMATOGRAPHY By Capt O Wheeler, FRPS 

APPLIED Optics, INTRODUCTION TO Volume I GENERAL AND 
PHYSIOLOGICAL. By L C Martin, DSc, ARCS,DIC 

CAMERA Lenses By A W Lockett 

CoLour PuotocraPHy By Capt. O Wheeler, FRPS. 

CoMMERCIAL PHoToGRAPHY By D Charles 

COMPLETE PRESS PHOTOGRAPHER, THF By Bell R Bell 

Lens Work For AMATEURS By H Orford Fourth Edition . 

PHOTOGRAPHIC CHEMICALS AND CHEMISTRY By T L J 
Bentley and J Southworth : 

PHOTOGRAPHIC PRINTING By R R Rawkans 

PHOTOGRAPHY AS A Business By A G Willis 

PHOTOGRAPHY THEORY AND PRACTICE Edited by G E Brown 

RETOUCHING AND FINISHING FOR PHOTOGRAPHERS By iJ S 
Adamson 

STUDIO PORTRAIT LIGHTING By H Lambert, FRPS 


ASTRONOMY 


ASTRONOMY FOR EVERYBODY By Professor Simon Newcomb, 
LLD With an Introduction by Sir Robert Ball ‘ 

Astronomy, Picroriat By G F. Chambers FRAS 

GREAT ASTRONOMERS By < ir Robert Ball, DSL, LLD,FR S 

HIGH HEAVENS, IN THE By Sir Robert Ball 

ROTATION OF THE EARTH, PLANETS, ETC , THE CAUSE OF THE, 
By Samuel Shields 

STARRY REALMS, IN. By Sir Robert Ball, D Sc LLD F RS 


ILLUMINATING ENGINEERING 


MODERN ILLUMINANTS AND ILLUMINATING ENGINEERING By 
Leon Gaster and J S Dow Second Edition Revised and 
Enlarged 

ELEctTRIC LIGHTING IN FACTORIES AND “Worksnors By Leon 
Gaster and J S Dow ; 

ELEctTric LIGHTING IN THE Home By Leon Gaster 


ELECTRICAL ENGINEERING, ETC. 


ACCUMULATOR CHARGING, MAINTENANCE AND REPAIR By 
W S Ibbetson. Second Edition 

ALTERNATING CURRENT BripGE METHODS OF ELECTRICAL 
MEASUREMENT By B Hague, DSc Second Edition 

ALTERNATING CURRENT Circuit By Phihp Kemp,MIEE . 

ALTERNATING CURRENT MACHINERY, PAPERS ON THE DESIGN 
oF ByC C Hawkins, MA,MIEE,S P Smth DSc, 
MIEE andS Neville, B Si. 

ALTERNATING CURRENT POWER MEASUREMENT By G F Tagg 
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Electrical Engineering—contd. 


ALTERNATING CURRENT Work By W _ Perren Maycock, 
MIEE Second Edition 

ALTERNATING CURRENTS, THE THEORY AND PRACTICE OF By 
A T Dover, MIEE Second Edition : 

ARMATURE Winninc, Practica, Direct CURRENT By L 
Wollison 

Cases, HicH VOLTAGE By P Dunsheath OB E, M Ap. ‘BSc. 
MIEE ; 

ContINUOUS CURRENT Dynamo Dasicn, ELEMENTARY PRIN- 
CIPLESOF ByH M Hobart,MICE,MIME,MAIEE 

ContiInvous CuRRENT Motors AND CONTROL APPARATUS By 
W Perren Maycock MIEE 

DEFINITIONS AND FORMULAE FOR SrupENTS—ELECTRICAL By 
P Kemp MSc,MIEE , 

DEFINITIONS AND FORMUS AE FOR STUDENTS—ELECTRICAL IN- 
STALLATION WorK ByF PeakeSexton,A RCS AMIEE 

Drrect CurrEnT Dynamo AND Motor Fautts By R M 
Archer 

Direct CURRENT ELECTRICAL ENGINEERING, ELEMENTS OF 
By H F Trewman, MA, andC E Condhffe, BSc 

Dict CURRENT ELECTRICAL ENGINEERING, PRINCIPLES OF 
By James R Barr, AMIEE i 

Direct CURRENT MACHINES, PERFORMANCE AND ‘DESIGN OF 
By A E Clayton, DSc, MIEE . 

Dynamo, THE: ITs THEORY, DESIGN, AND MANUFACTURE By 
C C, Hawkins, MA, MIEE In three volumes Sixth 
Edition— 

Volume I 
Il 
» &(Ul 

Dynamo, How To MANAGE THE By A E Bottone Sixth 
Edition, Revised and Enlarged 

ELECTRIC AND MAGNETIC CIRCUITS—ALTERNATING AND 
Drrect CurRENT, THE By E N Pmmk, BSc,AMIEE. 

ELECTRIC BELLS AND ALL ABouT THEM By S R Bottone 
Eighth Edition, moe revised by C Sylvester, 
A.M.LE.E 

Execrric Circuit THEORY AND CALCULATIONS By W Perren 
Maycock,MIEE Third Edition, Revised by Philip am: 
MSc,MLEE.,AATIEE . 

Eectric LIGHT FITTING, PRACTICAL By FC Allsop ‘Tenth 
Edition, Revised and Enlarged 

Evectric LIGHTING AND POWER DISTRIBUTION. By w 
Perren Maycock, MIEE Ninth Edition, thoroughly 
Revised and Enlarged— 

Volume . : : 

ELgcrric MACHINES, THEORY AND Dasicx oF. By F, Creedy, 

M.LE.E., A.C.G.1. . : : 
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ELECciRIC Motors aND ConTROL Systems. By A T Dover, 
MIEE,AAmerIEE F 
ELEcTRIC Motors (DtrREcT CURRENT)’ THEIR THEORY AND 
Construction By H M Hobart, MIEE, MInstCE, 
MAmerI EE Third Edit:on, thoroughly Revised . : 
ELectric Motors (PotypHasE) THEIR THEORY AND CON- 
STRUCTION By H M Hobart, MInstCE, MIEE, 
MAmerIE.E Third Edition, thoroughly Revised . 
ELEcTRIC MOTORS FoR CONTINUOUS AND ALTERNATING CuR- 
RENTS, A SMALL Book on By W Perren Maycock, 
ELECTRIC TRACTION By A T Dover, MIEE, Assoc Amer 
IEE Second Edition . 
ELECTRIC TRACTION AND POWER DISTRIBUTION, EXAMPLES IN 
(In the Press) 
ELECTRIC WIRING DikGRaus By W _ Perren Maycock, 
MIEE 
ELECTRIC WIRING, Fittincs, Switcugs, AND LAMPS By W 
Perren Maycock, MIEE Sixth Edition Revised by 
Phiip Kemp, MSc, MIEE : , ; ‘ ; 
ELECTRIC WIRING OF BuiLtpincs By F C. Rope’ 
MIEE 
ELECTRIC WIRING TABLES By W Perren Maycock, MIE E, 
and F C Raphael, MIEE Fifth Edition 
ELECTRICAL CONDENSERS By Philip R Coursey, B Sc, 
FinstP,AMIEE . 
ELECTRICAL EDUCATOR By Sir Ambrose Fleming, M A, D Sc, 
FRS_ In two volumes P 
ELECTRICAL ENGINEERING, CLASSIFIED EXAMPLES IN By S 
Gordon Monk, B Sc. (Eng ) AMIEE Intwo Sala 
Volume I Direct CuRRENT 
» II ALTERNATING CURRENT 
ELZCTRICAL ENGINEERING, ELEMENTARY By O R Randall, 
PhD, BSc, Wh Ex 
ELECTRICAL ENGINEER'S POCKET Book, WHITTAKER’ S ‘Ongi 
nated by Kenelm Edgcumbe, MIEE, AMICE Sixth 
Edition Edited by R E Neale, BSc (Hons ) : 
ELECTRICAL INSTRUMENT MAKING FoR AMATEURS Bv S R 
Bottone Ninth Edition j 
ELECTRICAL INSULATING MATERIALS By A Monkhouse, ‘Junr., 
MIEE,AMIMechE ‘ 
ELEctrIcAL GuIDEs, HAWKINS’ Each book in pocket size 
1. Erecrriciry, MaGnetisM, INDUCTION, EXPERIMENTS, 
DYNAMOS, ARMATURES, WINDINGS 
2. MANAGEMENT OF Dynamos, Motors, INSTRUMENTS, 
TESTING 
3 WrrRInG AND DISTRIBUTION SySTEMS STORAGE Bart- 
TERIES 
4 ALTERNATING CURRENTS AND ALTERNATORS 
5. AC. Motors, TRANSFORMERS, CONVERTERS, RECTIFIERS 
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ELECTRICAL GUIDES—contd 

6 AC Systems, Circuit BREAKERS, MEASURING INSTRU- 
MENTS 
7 AC Wrrinc, Power STATIONS, TELEPHONE WorK 
8 TELEGRAPH, WIRELESS, BzLts, LIGHTING 
9 Kai_ways, Motion PIcTURES, AUTOMOBILES, IGNITION 
10 MODERN APPLICATIONS OF ELECTRICITY REFERENCE 
INDEX 

ELECTRICAL MACHINES, PRACTICAL TESTING OF By L Oulton, 
AMIEE,and N J Wilson, MIEE Second Edition . 

ELECTRICAL TECHNOLOGY By H Cotton, MBE MSc, 
AMIEE . 

ELECTRICAL TERMS, A DICTIONARY OF " By SR Roget, M A, 
AMInstCE, AMIEE 

ELECTRICAL TRANSMISSION AND DISTRIBUTION " Edited by 
R O Kapp, BSc In eight volumes Vols I to VII, each 
Vol VIII. 

ELECTRICAL WIRING AND ConTRACTING Edited by H Marryat 
MIEE,MIMechE In seven volumes : . Each 

Exectro-Morors How Mabe anp How Usep By SR 
Bottone Seventh Edition. Revised by C a 
AMIEE . 

ee oe ELEMENTS OF By A P Young OB E, 

I 

ENGINEERING EDUCATOR, PITMAn’s Edited by W J Kearton, 
MEng, AMIMechE, AMInstNA _ In three volumes 

InpucTION CoIts ByG E Bonney Fifth Edition, thoroughly 
Revised 

INDUCTION CoIL, THEORY OF THE By E Tavlor-Jones, D Sc, 
F Inst P ‘ 

InpucTION Motor, THE By H Vickers, Pho, M Eng 

KINEMATOGRAPHY PROJECTION A GUIDE To By Colin H 
Bennett, FCS, F RPS 

MERCURY-ARC RECTIFIERS AND MERcuRY- VAPOUR LAMPS By 
Sir Ambrose Fleming, MA, DSc, FRS . 

OSCILLOGRAPHS By J T Irwin, MIEE . 

Power STATION EFFICIENCY ContTroL By John Bruce 
AMIEE . ‘ 

PowEr WIRING DIAGRAMS ‘By AT Dover, MI EE,A Amer 
IEE Second Edition, Revised ‘ 

PRACTICAL Primary CELLS By A Mortimer Codd, FPhs 

Railway ELecrriFicaTion By H F Trewman, AMIEE. 

STEAM TURBO - RcresNM ons THE By L C Grant, 
AMIEE : ; : : ‘ 

STORAGE BATTERIES THEORY, MANUFACTURE, CARE, AND 
APPLICATION By M Arendt, E E, 

STORAGE Battery Practice By R Rankin, BSc, M IEE 

TRANSFORMERS FOR SINGLE AND MULTIPHASE CURRENTS. By 
Dr Gisbert Kapp, MInsttCE, MIEE Third Edition, 
Revised by R.O Kapp, BSc ; é - : 
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TELEGRAPHY, TELEPHONY, AND WIRELESS 
s ad 


ALL Europe ‘ THREE,” THE By R Balb, AMIEE, 
ACGI ; : ‘ 

AUTOMATIC BRANCH “EXCHANGES, PRIVATE By R T A 
Denmson 

Bavupoét PRINTING TELEGRAPH SysTEM By H W Pendry’ 
Second Edition 

CABLE AND WIRELESS COMMUNICATIONS OF THE Wor-p, THF 
By F J Brown,C B,C BE,MA, BSc (Lond) ; 

CRYSTAL AND ONE-VALVE CiRcUITS, SUCCESSFUL By J H 
Watkins 

Loup SPEAKERS By CM R Balbi, with a Foreword by Pro- 
fessorG W O Howe,DSc,MIEE,AMIEE,ACGI 

PHOTOELECTRIC CELLS By Dr N I Campbell and Dorothy 
Ritchie : 

RapDIo COMMUNICATION, MopERN By J. Reyner Qnd Ed 

TELEGRAPHY By T E Herbert, MIEE Fifth Edition 

TELEGRAPHY, ELEMENTARY By H W _ Pendry Second 
Edition, Revised . , 

TELEPHONE HANDBOOK AND GUIDE 10 THE TELEPHONIC 
EXCHANGE, PRACTICAL By Joseph Poole, AMIEE 
(Wh Sc ) Seventh Edition. . ; 

TELEPHONY By T E Herbert, MIEE . ‘ 

TELEPHONY SIMPLIFIED, AUTOMATIC By C W Brown 
AMIEE, Engwneer-1n- Chtef’s Department, G PO , London 

TELEPHONY, THe CALL INDICATOR SYSTEM IN AUTOMATIC By 
AG Freestone, of theG PO London 

TELEPHONY, THE DIRECTOR SYSTEM OF AUTOMATIC By WE 
Hudson, BSc Hons (London) Whit Sch ACGI 

TELEVISION TO-DAY AND To-MORROW By Sydney A Moseley 
and H J Barton Chapple, WaSc, BSc With a Fore- 
word by John L Baird ‘ 

WIRELESS MANUAL, THE By Capt J Frost Second Edition 

WIRELESS TELEGRAPHY AND TELEPHONY, INTRODUCTION TO 
By Sir Ambrose Fleming ‘ : : 


MATHEMATICS AND CALCULATIONS 


FOR ENGINEERS 


ALGEBRA, COMMON-SENSE, FOR JUNIORS By F F Potter,MA 
BSc, and J. W i M Sc 
With Answers 5 ; ; ; 
ALGEBRA, TEST PAPERS IN By A E Donkn MA 
With Answers 
With Answers and Pomts Essential to Answers 
ALTERNATING CURRENTS, ARITHMETIC OF By E H Crapper, 
MIEE 
CALCULUS FOR ENGINEERING STUDENTS By John Stoney, 
BSc, AMIMmE., 
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DEFINITIONS AND FORMULAE FOR STUDENTS—g@RACTICAL 
MatuEematics By L Toft, M Sc 

ELECTRICAL ENGINEERING, WHITTAKER’S ‘ARITHMETIC OF 
Third Edition, Revised and Enlarged 

ELECTRICAL MEASURING INSTRUMENTS, CoMMERCIAL By RM 
Archer, BSc (Lond), ARC Sc MIEE ‘ 

Geometry, ELEMENTS oF PracTicaL PLANE By P W Scott 
Also in Two Parts , é . Each 

GEOMETRY, EXERCISES IN BUILDING By Wilfred Chew 

GEOMETRY, TEST Papers IN By W E Paterson, MA, BSc 
Points Essential to Answers, Is_ In one book 

GraPHic Statics, ELEMENTARY By J T Wight, A MI Mech E 

KILOGRAMS INTO AVOIRDUPOIS, TABLE FOR THE CONVERSION 
OF Compiled by Redvers Elder On paper 

LOGARITHMS FOR BEGINNERS By C Pickworth, Wh Sc 
Fourth Edition 

LOGARITHMS, FIVE FiGuRE, AND TRIGONOMETRICAL FuNcTIONS 
By W E Dommett, AMIAE,andH C Hird, AF AeS 
(Reprinted from Mathematical Tables) : 

MATHEMATICAL TABLES By W E Dommett, A MIA E, and 
H C Hird, AF AeS 

MATHEMATICS AND DRAWING, PRACTICAL By Dalton Grange 
With Answers 

MATHEMATICS, ENGINEERING, APPLICATION OF ‘By | Ww. Cc 
Bickley, M Sc : : 

MATHEMATICS, EXPERIMENTAL By G 'R Vine, BSc— 
Book I, with Answers. ‘ : ; ‘ ‘ : 
Book II, with Answers 

MATHEMATICS FOR ENGINEERS PRELIMINARY By Ww S 
Ibbetson, BSc, AMIEE,MIMarE : 

MATHEMATICS FOR TECHNICAL STUDENTS By G E Hall 

MATHEMATICS, INDUSTRIAL ae By G W See. 
fellow . ‘ ‘ ; 
With Answers : ; 

MATHEMATICS, INTRODUCTORY By J E Row , Ph D ‘ , 

MEASURING AND MANURING LAND, AND THATCHERS’ WORK, 
TABLES FOR By J Cullyer Twentieth Impression. 

MECHANICAL TABLES. By J Foden . : ‘ . 

aa ata ENGINEERING DETAIL TABLES By john P 

oss . j 

METALWORKER’S PRACTICAL CALCULATOR, THE By J Matheson 

METRIC CONVERSION TABLES By W E Dommett, AMIAE 

METRIC LENGTHS TO FEET AND INCHES, TABLE FOR THE Con- 
VERSION OF Compiled - aes Elder— 
On paper. 
On cloth, varnished 

Mininc MATHEMATICS (PRELIMINARY) ‘By George Ww Strmg- 
fellow . ; 
With Answers. 

QUANTITIES AND Quantity TAKING By W E Davis. Sixth 
Edition 
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Mathematics for Engineers—contd. 


REINFORCED CONCRETE MEMBERS, SIMPLIFIED METHODS OF 
CALCULATING By W N Twelvetrees, MIME,AMIEE 
Second Edition, Revised and Enlarged 

Russian WEIGHTS AND MEASURES, WITH THEIR BRITISH AND 
METRIC EQUIVALENTS, TABLES OF By Redvers Elder 

StwE Ruiz, THe By C N Pickworth, WhSc Seventeenth 
Edition, Revised . : 

SLIDE RULE: ITs OPERATIONS, AND Dicir ‘Rugs, Tur By 
A Lovat Higgins, A M Inst CE. ‘ ‘ 

STEEL’s TaBLEs Compiled by Joseph Steel . 

TELEGRAPHY AND TELEPHONY, ARITHMETIC OF ae T E 
Herbert, MIEE, and R G de Wardt . ‘ 

TEXTILE CALCULATIONS By J H Whitwam, B Sc j 

TRIGONOMETRY FOR ENGINEERS, A PRIMER OF By W G 
Dunkley, BSc (Hons) ; 

TRIGONOMETRY FOR NAVIGATING OFFICERS By W Percy 
Winter, BSc (Hons ), Lond : . 

TRIGONOMETRY, PRACTICAL By Henry Adams, MICE,, 
MIME,FSI Third Edition, Revised and Enlarged 

VENTILATION, PUMPING, AND HAULAGE, MATHEMATICS OF By 
F Birks F 

WorksHOP ARITHMETIC, First STEPS IN By H P Green 
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BREWING AND MALTING By J Ross Mackenzie, FCS, 
FRMS Second Edition ‘ 

CERAMIC INDUSTRIES PocKET Book By A B Searle 

ENGINEERING Economics By T H Burnham, B Sc (Hons ), 
BCom , AMI Mech E 

ENGINEERING INQUIRIES, DATA FOR mee Cc Connan, B Sc , 
AMIEE,OBE : ‘ 

ESTIMATING By TH Hargrave P 

FURNITURE STYLES, THE By H E Binstead Second Edition 

GLUE AND GELATINE By P I Smith 

LIGHTNING CONDUCTORS AND LIGHTNING Guarps By Sir 
Ohver J Lodge, FRS,LLD,DSc,MIEE ; 

Music ENGRAVING AND PRINTING By Wm Gamble 

PETROLEUM By Albert Lidgett Third Edition 

PRECIOUS AND SEMI-PRECIOUS STONES By ac Weinstein 

PRINTING By H A Maddox 

oe FOR FURNACES, CRUCIBLES, ETC By AB 

rle . 

REFRIGERATION, MECHANICAL By Hal ‘Willams, M I Mech E, 
MIEE, M I Struct E , . 

SzEp TEsTING By J Stewart Remington ° : . ° 
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PITMAN’S TECHNICAL PRIMERS 


Each in foolscap 8vo cloth, about 120 pp, illustrated , 
In each book of the series the fundamental principles of 
some subdivision of technology are treated in a practical 
manner providing the student with a handy survey of the 
particular branch of technology with which he 1s concerned 
They should prove invaluable to the busy practical man who 
has not the time for more elaborate treatises 

ABRASIVE MATERIALS By A B Searle 

AC ProtsEcTIVE SYSTEMS AND GEARS By J Henderson, BSc, 
MC andC W Marshall, BSc, AMIEE 

se FOR POWER TRANSMISSION By W G Dunkley, BSc 
(Hons ) 

BoILErR INSPECTION AND MAINTENANCE By R Clayton 

CAPSTAN AND AUTOMATIC LaTHES By Philip Gates 

CENTRAL StaTIONS MopERN By C W Marshall, BSc, 
AMIEE 

Coat CutTinc MacuIngery, LoNGwaLL By G F F Eagar, 
MIMmnE 

CoNTINUOUS CURRENT ARMATURE WINDING By F M Denton, 
ACGI AAmerIEE 

CoNTINUOUS CURRENT MACHINES THE TESTING OF By Charles 
F Smith DSc MIEE AMICE 

CoTTON SPINNING MACHINERY AND Its Uszs By Wm Scott 
Taggart MI Mech E 

Diese. Encint THE By A Orton 

Drop FORGING AND Drop STAMPING By H Hayes 

ELECTRIC CABLES By F W Mam, AMIEE 

ELECTRIC CRANES AND HAULING Macuines By F E Chilton, 
AMIEE 

ELECTRIC Furnace, THE By Frank J Moffett, BA,MIEE, 
M Cons E 

ELEectRIc Motors, SMaLL By E T Painton, BSc ,AMIEE. 

ELECTRIC Powker Systems By Capt W T Taylor,M InstCE, 
MI Mech E 

ELECTRICAL INSULATION By W S Fhght, AMIEE 

ELECTRICAL TRANSMISSION OF ENERGY By W M Thornton, 
OBE,DSc,MIEE 

ELECTRICITY IN AGRICULTURE By A H Allen, MIEE 

ELECTRICITY IN STEEL Works By Wm McFarlane, B Sc 

ELECTRIFICATION OF RaI_ways, THE ByH F Trewman, MA 

ELECTRO-DEPOSITION OF COPPER, THE And Its Industrial 
Apphcations By Claude W Denny, AMIEE 

EXPLOSIVES, MANUFACTURE AND Usks OF By R C Farmer, 
OBE,DSc, PhD 

FILTRATION By T R Wollaston, MI Mech E 

FoUNDRYWORK By Ben Shaw and James Edgar 

GRINDING MACHINES AND THEIR Usges By Thos R Shaw, 
MI Mech E, 

Housr DrEcoraTions anD Repairs By Wm. Prebble 
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PITMAN’s TECHNICAL PRIMERS—contd 2 6 

Hypro ELEctrIic DEVELOPMENT By J W Meares, FRAS, 
MinstCE,MIEE,MAmIEE 

ILLUMINATING ENGINEERING, THE ELEMENTS OF By A P 
Trotter MIEE 

INDUSTRIAL AND PowER ALCOHOL By R C Farmer, OBE, 
DSc, PhHD,FIC 

INDUSTRIAL ELEctric HEatTinc By J W_ Beauchamp, 
MIEE 

InpusTRIAL Motor ControL By A T Dover, MIEE 

INDUSTRIAL NITROGEN By P H S Kempton, BSc (Hons), 
ARCSc 

KINEMATOGRAPH STUDIO TECHNIQUE By L C Macbean 

LUBRICANTS AND LUBRICATION By J H Hyde 

MECHANICAL HANDLING OF Goops, THE By C H Woodfield, 
M I Mech E : 

MECHANICAL STOKING By D Brownlhe, BSc, AMIME 
(Double volume, price 5s net ) 

METALLURGY OF IRON AND STEEL Based on Notes by Sir 
Robert Hadfield 

MUNICIPAL ENGINEERING By H Percy Boulnois, M Inst C E., 
F R San Inst , F Inst SE 

O1L_s PIGMENTS, PAINTS, AND VARNISHES By R H Truelove 

PATTERNMAKING By Ben Shaw and James Edgar 

PETROL CarS AND Lorrigs By F Hea 

PHOTOGRAPHIC TECHNIQUE By L J Hibbert, FRPS 

PNEUMATIC CoNnvEYING By E G Philips, MIEE, 
AM IMechE 

PowER Factor CoRRECTION By A E Clayton, BSc (Eng) 
Lond AKC,AMIEE 

RADIOACTIVITY AND RADIOACTIVE SuBSTANCES By J. 
Chadwick, M Sc 

RaILway SIGNALLING AUTOMATIC By F Raynar Wilson. 

RAILWAY SIGNALLING MECHANICAL By F Raynar Wilson. 

SEWERS AND SEWERAGE By H Gilbert Whyatt, MICE 

SPARKING Piucs By A P Young and H Warren 

STEAM ENGINE VALVES AND VALVE GEARS By E L Ahrons, 
MI Mech E, MI LocoE 

STEAM Locomotive, THE By E L Ahrons, M1 MechE,, 
MI Loco E 

StEaM LocoMoTIVE CONSTRUCTION AND MAINTENANCE By E, 
L Ahrons, MI Mech E , MI Loco E 

STEELS, SPECIAL Based on Notes by Sir Robert Hadfield, 
Bart , compiled by H T Burnham, BSc (Double volume, 
price 5s ) 

STEELWORK, STRUCTURAL By Wm H Black 

STREETS, ROADS, AND PAVEMENTS By H Gilbert Whyatt, 
M Inst CE, MR San I 

SwITCHBOARDS, HicgH TENSION By Henry E Poole, B.Sc. 
(Hons.), Lond., AC.GI., AMT E.E. 
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Pitman’s TECHNICAL PRIMERS—conid . ‘ : ; * 

SwiTcuHGEar, Hich Tension By Henry E Poole, B Sc (Hons ), 
ACGI,AMIEE 

SWITCHING AND SWITCHGEAR By Henry E Poole, B Sc (Hons), 
ACGI,AMIEE 

TELEPHONES, Automatic By F A Ellson, BSc, AMIEE 
(Donble volume, price 5s ) 

TrpaL Powrr By A M A Struben OBE, AMInst CE 

Too. AND MACHINE SETTING For Milling, Drilling, Tapping, 
Boring Grinding, and Press Work By Philip Gates 

Town Gas MANUFACTURE By Ralph Staley, MC 

TRACTION Motor Controt By A T Dover, MI EE 

TRANSFORMERS AND ALTERNATING CURRENT MACHINES, THE 
ure OF By Charles F Smith DSc AMInstCE, 

c 


TRANSFORMERS, HicH VoLttaGk Powrr By Wm T Taylor, 
MinstCE,MIEE 

TRANSFORMERS, SMALL SINGLE-PHASE By Edgar T Panton, 
BSc Eng (Hons) Lond, AMIEE 

WaTER PowER ENGINEERING By F F _ Fergusson, 
AMInstCE 

WirELEss TELEGRAPHY, Continuous Wave By B E G 
Mittell, AMIEE 

WIRELESS TELEGRAPHY, DirEcTIve Dhrection and Position 
Finding, etc By L H Walter, MA (Cantab), AMIEE 

X-Rays, INDUSTRIAL APPLICATION OF By P H S Kempton, 
BSc (Hons ) 


COMMON COMMODITIES AND 
INDUSTRIES SERIES 


Each book 1s crown 8vo, cloth, with many illustrations, etc . 
In each of the handbooks in this series a particular product 
or industry 1s treated by an expert wnter and practical man 
of busiriess 

nope oor AND Sats By G H J Adlam MA, BSc, 


ALCOHOL IN COMMERCE AND INDUSTRY By C Simmonds, 
OBE,BSc,FIC,FCS 

ALuminium Its Manufacture, Mampulaton, and Marketing 
By George Mortimer, M Inst Met 

ANTHRACITE By A Leonard Summers 

ASBEsTos By A Leonard Summers 

BooxkBINDING CraFrr anp Inpustry, THz By T Harnson 

Booxs. From THE MS To THE BOOKSELLER By J L Young. 

Boot anD SHog Inpustry, THE By J S Harding 

Breap AND Breap Baxinc By John Stewart. 

Brusumaker THe. By Wm Kiddier. 
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CoMMON COMMODITIES AND INDUSTRIES SERIES—conid . 8 0 

BUTTER AND CHEESE By C W Walker Tisdale, FCS, and 
Jean Jones, BDF D,NDD 

Butron Inpustry, THE By W Unite Jones. 

Carpets By Reginald S Brinton 

Crays anpD CLay Propucts By Alfred B Searle. 

Cirocxs anpD WatcHES ByG L Overton 

CLOTHS AND THE CLOTH TraDzE By J A Hunter 

CLOTHING INDUSTRY, THE By B W Poole 

Coat Its Origin, Method of Working, and Preparation for the 
Market By Francis H Wilson, M Inst M E 

Coat Tak By A R Warnes, FCS, AI MechE 

CoFFEE From the Grower to Consumer By B B Keable 

CoLp STORAGE AND IcE Maxine By B H Springett 

CONCRETE AND REINFORCED CONCRETE By W Noble Twelve- 
tres, MIME,AMIE 

Coprer From the Ore to the Metal By H K Picard, M Inst 
of Min and Met 

CORDAGE AND CoRDAGE HEMP AND Fisres By T Woodhouse 
and P Kilgour 

Corn TRADE, THE British By A Barker 

Cotron From the Raw Material to the Finished Product By 
R J Peake 

CoTTON SPINNING By A S Wade 

CycLE Inpustry, THE By W Grew 

DruGs In ComMERCE By J Humphrey, PhC,FJI 

DYES AND THEIR APPLICATION TO TEXTILE Fasrics By A J. 
Hall, BSc, FIC, FCS 

Evectric Lamp INpustry, THE By G Arncliffe Percival. 

Evectricity By R E Neale, BSc (Hons) 

ENGRAVING By T W Lascelles 

EXPLosIves, MopERN ByS I Levy, BA, BSc, FIC, 

FERTILIZERS By H Cave 

Fitm INDUSTRY, THE By Davidson Boughey 

FIsHING INDUSTRY, THE By W E Gibbs, D Sc 

FURNITURE By H E Bu.nstead Second Edit.on 

Furs AND THE Fur TRADE By J C Sachs 

Gas AND Gas Maxine By W H Y Webber, CL 

GLass AND GLASS MANUFACTURE By P Marson, Honours and 
Medallist 1n Glass Manufacture 

GLOVES AND THE GLOvE TRADE By B E Elhs 

Gotp By Benjamin White 

Gums AND Resins Their Occurrence, Properties, and Uses. 
By Ernest J Parry, BSc, FIC, FCS 

INCANDESCENT LicHTiInG By S I Levy, BA, BSc, FIC 

Ink By C Ainsworth Mitchell, MA, FIC 

oe AND STEEL Their Production and Manufacture By CG, 

ood 


IRoNFOUNDING Bv B Whiteley 
Jute Inpustry, THE. By T. Woodhouse and P Kilgour. 
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Common COMMODITIES AND INDUSTRIES SERIES—conid 

KNITTED FasrRics By John Chamberlain and James H 
Quilter 

LEAD asi Lead Pigments By J. A Smythe, PhD, 
D 


LEATHER From the Raw Material te the Finished Product 
By K J Adcock. 

Linen From the Field to the Finished Product By Alfred S. 
Moore 

Locks anpD Lock Makinc By F J Butter 

MatcH Inpustry, THE By W H Dixon 

Megat Inpustry, THE By Walter Wood 

Motor Inpustry, THE By Horace Wyatt, BA. 

NickEL By F B Howard White, BA 

Or, Power By Sidney H North, A Inst PT 

O1rs Animal, Vegetable, Essential, and Mineral By C. 
Ainsworth Mitchell, MA, FIC 

PAINTS AND VARNISHES By A S Jennings, FI BD 

PaPeR Its History, Sources, and Production By Harry A 
Maddox, Silver Medalist Papermaking Second Edition 

PaTENT FuEts By J A Greene and F Mollwo Perkin, CBE, 
Phd, FIC 

PERFUMERY, RAW MATERIALS OF By E J Parry, BSc, 
FIC,FCS 

PHOTOGRAPHY By William Gamble, F RPS 

PLaTinum Metats By E A Smith ARSM,MIMM 

PLAYER Piano, THE By D Miller Wilson 

Pottery ByC J Nokeand H J Plant 

Rice ByC E Douglas, MI Mech E 

RuBBER Production and Utilization of the Raw Product 
By H P Stevens, MA, PhD, FIC, and W H Stevens, 
ARCSc,AIC Third Edition 

SaLt By A F Calvert, FCS 

SHIPBUILDING AND THE SHIPBUILDING INDUSTRY By J. 
Mitchell, MINA 

S1tk_ Its Production and Manufacture By Luther Hooper 

SILVER By Benjamin White 

Soap Its Composition, Manufacture, and Properties By 
Wilham H Simmons, BSc (Lond), FCS 

SPONGES By E J J Cresswell 

STARCH AND STARCH Propucts ByH A Auden, DSc, FCS 

STONES AND QuarRRIES By J Allen Howe, OBE, BSc, 
M Inst Min and Met 

Straw Hats By H Inwards 

SuGar Cane and Beet By the late Geo Martineau, CB, and 
Revised by F C Eastick, MA Fifth Edition 

SULPHUR AND THE SULPHUR INDUSTRY By Harold A. Auden, 
MSc,DSc, FCS 

TALKING MacuHines By Ogilvie Mitchell 

Tga. From Grower to Consumer. By A Ibbetson. 


o% 


oe & 


COMMON COMMODITIES SERIES—contd. 23 


Common COMMODITIES AND INDUSTRIES SERIES—conid 
TELEGRAPHY, TELEPHONY, AND WIRELESS By Joseph Poole, 
AMIEE 
TEXTILE BLEACHING By Alex B Steven, BSc (Lond), FIC. 
Tmper. From the Forest to Its Use in Commerce By W. 
Bullock Second Edition 
Trx aND THE Tin INDUstRY By A H Mundey Second 
Edition 
Topacco. From Grower to Smoker By A E Tanner 
VELVET AND THE CorpuROY INDuUstRY By J Herbert Cooke. 
WALLPAPER By G Whiteley Ward 
Weavinc By W P Crankshaw 
WueEaT AND Its Propucts By Andrew Millar 
WINE AND THE WINE TRADE By Andre L Simon 
Woot From the Raw Matetial to the Finished Product By 
J A Hunter 
WorstTep Inpustry, THE By J Dumville and S Kershaw. 
Second Edition 
Zinc AND Its ALLoys By T E Lones,MA,LLD, BSc 


Definitions and Formulae for Students 


s. a, 
3 0 


This series of booklets 1s tended to provide students with all 


necessary definitions and formulae in a convement form 
Azronautics By J D Fner, ARCSc, DIC 


APPLIED MECHANICS By E H Lewitt, BSc, AMI MechE 


Burpinc By T Corkhill, FBICC,MIStrE 
Cuemistry By W G Carey, FIC 

Coat Mininc. By M D Wilhams, FGS 
ELECTRICAL By Philip Kemp, MSc, MIEE 


ELECTRICAL INSTALLATION WorK By F Peake Sexton,A RCS, 


AMIEE 
Heat Encines By Arnold Rimmer, B Eng 
LiGHT AND SounD By P K Bowes,MA,BSc 
MARINE ENGINEERING By E Wood, BSc 
PRACTICAL MatHEMatTics By Louis Toft, M Sc 
Each about $2 pp Price 6d net. 


The followmg Catalogues will be sent post free on application 


Scientific and Technical, Educational, Commercial, Shorthand, 


Foreign Languages, and Art 


PITMAN’S SHORTHAND 


INVALUABLE TO ALL BUSINESS AND PROFESSIONAL MEN 


PITMAN’S 


TECHNICAL 
DICTIONARY 


ENGINEERING AND INDUSTRIAL 
SCIENCE 


IN SEVEN LANGUAGES 
ENGLISH, FRENCH, SPANISH, ITALIAN, 
PORTUGUESE, RUSSIAN, AND GERMAN 


Edited by 
ERNEST SLATER, M.I.E.E.. M.I.Mech.E. 
In Collaboration with Leading Authorities 


THE Dictionary is arranged upon the basis of the English 
version. This means that against every English term 
will be found the equivalents in the six other languages, 
together with such annotations as may be necessary to 
show the exact use of the term in any or all of the 
languages. 


“‘ There is not the slightest doubt that this Dictionary will be the 
essential and standard book of reference in its sphere. It has been 
needed for years.”—~Electrical Industries. 


“ The work should be of the greatest value to all who have to deal 
with specifications, patents, catalogues, etc., for use in foreign trade.” 
— Bankers’ Magazine. 


“The work covers extremely well the ground it sets out to cover, 
and the inclusion of the Portuguese equivalents will be of real value 
to those who have occasion to make technical translations for Portugal, 
Brazil, or Portuguese East Africa.”-— Nature. 


Complete in four volumes. Crown 4to, buckram gilt, 28 8s. net. 
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